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VALUES 


FOR THE PLANT 
WORKING WITH 
ALUMINUM 





CLEP-ETCH 4 is a dry granular 
salt which enables the operator to eliminate 
hydrofluoric acid treatment from his process- 
ing. And the solution made by dissolving 
CLEP-ETCH A with nitric acid is exceptionally 
stable. It does not deteriorate in standing. It 
will not attack the aluminum base metal during 
normal immersion cycles. 


CLEP-ETCH A SALT is available in 
50 Ib. and 325 Ib. drums. Write for generous 
free sample for laboratory tests on your article 
CLEP-ETCH & will show up well, we are sure. 
Then order enough-—say a 50 pound drum-to 
make a comparison run with compounds you 
are now using. You be the judge of its merits. 
In writing for a trial sample, please outline your 
operations so that we can send you proper 
instructions. 






G4 


CLEP-ETCH A 
SALT 


Excellent for whitening 
Silicon Aluminum cast- 
ings before burnishing 






Excellent for removing 
smut from etched Sili- 
con Aluminum Castings 


Excellent for stripping 
anodized castings 


OUR NEW GENERAL CATALOG No. 10 


Juet Released 


It tells about the scores of CLEPO 
Compounds and outlines their 
many uses. It tells about CLEPO 
Service and lists the skilled field 
service man in your territory who 
will be glad to help with any prob- 
lem involving cleaning, stripping, 
etching, pickling, etc. 


FREDERICK /GUMM | E Company, Ine 


538 FOREST STREET, KEARNY, N.J. 











| 











, : ; R 644813 
id ‘wy ey ‘ 5 4 
APR -9 1967 Bo 644843 


ing cw jj} ALUMINUM? 

















Use ENTHONE 
>t © OW Fon these Reasons 


Years of successful use by hundreds of manufacturers. 

Easy to operate. 

Very economical — costs less than %¢ per square foot of surface plated. 
Skilled chemists work out your plating cycles and aid you in the plant. 





HANAN 


Alumon is a quality product of high purity materials and is exactly for- 
mulated to insure consistency of result. 


ri Write for literature on Alumon and check list of literature on sixty Enthone 
: products and processes for better metal finishing. 








Service Representatives and Stock Points in Principal Cities of U.S.A. and Canada, Brazil, 
England, France, Sweden, and Germany 


j FNTH 2) NE 442 ELM STREET, NEW HAVEN 11, CONNECTICUT 


INCORPORATED Metal Finishing Processes * Electroplating Chemicals 
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These Oakite shortcuts 
speed your metal cleaning 





Cleaning and rustproofing—in one washing operation 


Oakite Composition No. 98 (used cold or hot in one-stage or two-stage 
washing machines) removes cutting oils and chips—while it leaves a thin 


1 eA aS ine IGOR Nene om 


e A Solvent Detergent that 
film that protects steel against rusting between operations or during tem- 
porary storage. Cheers and Protects 

Excellent for cleaning before inspection: the metal is cool for immediate — 
handling and the film (too thin to affect measurements) prevents finger 5 a 
prints from corroding highly finished surfaces. &: 

One auto manufacturer uses No. 98 in seven plants for cleaning and rustproofing bs aaa 
brake cylinders, camshafts, connecting rods, crankshafts, cylinder heads, flywheels, | .  SRrSrs: 


push rods, tappets, wrist pins, etc. 





p Stripping pigmented paints—with no need 
for pickling before repainting 


Oakite Rustripper saves money in paint shops by doing a complete strip- 
ping job in one operation. It eliminates extra pickling and neutralizing to 
remove the metallic pigments, phosphate coatings and rust that prevent 
successful repainting. 

A television manufacturer says “We formerly took 25 minutes to strip rejected 
cabinets, then had to pickle to remove tarnished phosphate coatings. Today 10 min- 
utes in Rustripper strips the same cabinet so bright and clean you can’t tell it from 
new. Eliminates pickle, neutralize and rinses.” 

An auto parts maker uses Rustripper for continuous conveyor line stripping. 
“Cycle of 1 minute and 50 seconds works like a charm stripping paint and incidental 
rust from rejects and hooks.” 








| Cleaning, derusting and descaling—in one alkaline tank 


Oakite Rustripper saves money in plating shops by removing rust or heat 
scale at the same time it removes oil and other soils. Alkaline pickling with 
Rustripper avoids hydrogen embrittlement, etching of machined surfaces 
and other disadvantages of acid pickling. Rustripper is also used for pre- 
cleaning or electrocleaning in plating lines. 


An aircraft manufacturer who formerly sand blasted to remove heat scale says 
“Now the scale is removed in 30 minutes in a boiling soak in Rustripper.” 

A job plater who adds Rustripper to his reverse-current cleaner in an automatic 
plating machine, says “We used to clean 45 seconds. Now 20 seconds cleans sparkling 
bright ...saves precious time...” 








OAKITE PRODUCTS, INC., 18 Rector St., New York 6, N. Y. Technical Service Representatives 


in Principal 


PREE Send me the FREE booklets indicated below: ts lta careae 4 


» ‘For Power Washers—Oakite Composition No. 98” ey rn 


) 
| 








Write “ : aie i 
inn ' “Here's the best shortcut in the field of organic finishing” Cable Address: Ockite 
booklets » “Here's the best shortcut in the field of electroplating” 





NAME | OAKITE 
4 


COMPANY. 











ADDRESS 
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_ Longer pieces finished more uniformly and without bending. 


Jor 5G Years ...L' HOMMEDIEU... 


year after year has manufactured Reliance 
Plating, Polishing Equipment, Supplies for 
Better and More Profitable Metal Finishing 


No. 18 — VARIABLE SPEED 
POLISHING LATHE 


Independent spindles—each with separate 
patented Variable Speed Drive and con- 
trols — ball-bearing throughout. Powered 
by two up to 15 H.P. motors. Adopted by 


leading manufacturers as standard equip- 





ment. 


TYPE L — DOUBLE ACTION BARREL 
For ABRASIVE TUMBLING or BALL BURNISHING 


The cylinder can be operated at an angle for producing a 
double tumbling action—thus producing a better and more 


uniform finish in a much shorter time. 








'D 
URABILITY THEY CUT 
PRODUCTION 
THEY CLEAN 
ECONOMY 
ae. ; Sh ) RELIANCE 
EFFICIENCY ben, compennines THEY COLOR 
NUWAY BUFFS FOR STANDARD SIZE 
FAST CUTTING 2x2x 10” 


THE ANSWER TO INCREASED PRODUCTION 
AT LOWER COSTS 


Chas. F. L°>Hemmedieu & Sons Co. 


MANUFACTURERS OF METAL FINISHING EQUIPMENT AND SUPPLIES 
GENERAL OFFICE AND FACTORY 





4521 OGDEN AVE. CHICAGO 23, ILL. 
Chas. B. Little Co. W. R. Shields Co. Branches: 
Newark, N. J. Detroit, Mich. Cleveland & Los Angeles 







































 freVAR 









































poet _ ee he 



































6 6/Circle on Readers’ Service Card 























| 





e unbelievable versatility 


e in-service life at least 100 times that 


e elimination of high special design costs 


« elimination of rack stripping step 


e elimination of rack coating problems 


e reduction of the need for costly storage space 





maqic 2 
absolutely | 


VAR maai 
magic! ALL-TITANIUM 


VAR will save you money 


these Ways: 
of other anodizing racks 


e elimination of stockpiled,idle racks 


e reduction of procurement problems 


« discover today how VAR can 
brighten YOUR anodizing outlook — 


. write now to: 








6416 BRANDON ave. 
Box 206 


SPRINGFIELD, va.| } 


TELEPHONE: 

















Lobe. mc. || 








Fleetwood 4-5464 few 
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MAINTENANCE AND LABOR 

















METAL PARTS WASHERS... 


are built to last...Give real economy in production. 
Many are still in use after 35 years of efficient serv- 
ice. Write for complete information on BLAKESLEE 
metal washing and surface treatment machines. 














G. S. BLAKESLEE & CO. 1844 S. Laramie Ave., Chicago 50, Ill. 


NEW YORK ° LOS ANGELES * TORONTO 


also Manufacturers of Blakeslee Solvent Vapor Degreasers and Blacosoly Degreasing Solvent 
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is consistent when you polish and bull 


CHL Way! 


the 


Acme can build you a polishing and buffing machine to 
turn out part after part on schedule, and always with the 
same high quality of finish. That’s why so many manu- 
facturers turn to Acme to solve the tough ones. 
Unusual contours or surface conditions won’t stop 
Acme’s specialized engineering talent—they’ll build an 
automatic operation to handle it faster and cheaper. 
Maybe lack of space is your problem—Acme engineers 
working with flexible Acme standard units can often add 
to the number of operations on a single machine and 
eliminate the need for additional machines on the line. 
Or perhaps redesigning the indexing cycle to add more 
polishing or buffing heads on an existing machine can 
speed up production. Whatever your polishing and 
buffing problem is, the Acme man can help you. 


ier ems ACA. Uf 


YOUR FINISHING PROBLEMS 


Want proof? Send us your polishing and buffing problem 
and we'll give you our recommended solution in an 
Acme automatic machine. 


This Acme automatic straight-line machine with individual 
fixtures completely polishes and buffs upwards of 1,400 pieces 
per hour. Four Acme G-3 belt polishing heads with floating 
back-up wheel and vertical oscillation are followed up by 
eight Acme G-3 adjustable floating head buffing lathes. 


ACME MANUFACTURING COMPANY 
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Extremely high volume can be put through this setup, for spot An Acme rectangular polishing and buffing machine with 

face grinding valve rocker arms. This Acme 36-inch continu- eight Acme heavy-duty adjustable floating head lathes having 

ous rotary table, with grinding wheel heads having cup wheels, 25-HP motors, equipped with 24” cartridge type spindles with 

can be quickly adapted to a variety of small castings. remote control traverse feed on each head. Production can run 
several thousand pieces per hour. 


NY 1400 E. 9 MILE ROAD, DETROIT 20, MICHIGAN 


AUTOMATIC POLISHING AND BUFFING EQUIPMENT SINCE 1910 
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TUMBLE 


GRAV-I-FLO 


FINISH 





Spin-Finish 


AN ENTIRELY NEW PARTS-FINISHING PROCESS 

















Sets New Standards In 
Pre-Plating Finishing Costs 


Wipe the slate clean of all present concepts of speed, efficiency 





and costs in pre-plating finishing of brass, zinc-base and 





aluminum die-cast parts! In one short, automatically-timed { 


[+7 Seer Hane: SHRM: OF operation—and on a multiple mounting of parts—new SPIN- 
the most complex parts 
FINISH produces surfaces and lustre equal to or surpassing 











Completely dry process...no lu- that of buffing. 

etn Savings on time, labor and plant space are tremendous! 
Eliminated are vast exhaust and ventilating systems! You'll 

Dust and fume free...no need " 

for exhaust or ventilating systems want to learn all about this startling revolutionary method 


of finishing. Write for complete information now. 
No set-up time required for a 


ee GRAV-I-FLO CORPORATION 
Dept. MF-4, 400 Norwood Avenue, Sturgis, Michigan 











10 10/Circle on Readers’ Service Card METAL FINISHING, April, 1957 












LINE OF THE FUTURE DESIGN 


SILVER LINE 


STR a Pos 



















Introducing 
the new 


ALL-PURPOSE 
SELENIUM 
RECTIFIER 

















For assurance of maximum amperes throughout the 
entire 2V-12V range, SILVERLINE is the answer 
with its newly-designed dual-range transformer. 

A flip of the switch... and SILVERLINE provides 
maximum amperes for 2V-7V plating needs. Another 
flip of the switch...and SILVERLINE provides max- 
imum amperes for 5V-12V specifications. Both with 
5% ripple. 

Also, SILVERLINE’s improved dial board with 42 
positions of control to tap, offers precise regulation 
... exact adjustment. 

With assured maximum amperes for greater flexi- 
bility to meet practically all plating needs... with 
greater dependability for continuous performance 
...and fully equipped with meters and shunt... 
SILVERLINE is the indispensable all-around Selen- 
ium Rectifier for the plating industry. 





SL750 Amps. 
$L.1500 Amps. 
$2500 Amps. 
$3000 Amps. 
$5000 Amps. 


IMMEDIATE DELIVERY 





ENGINEERED FOR THE PLATING INDUSTRY 





fo | a] > eee ee 














sts 
m7 Us 
and ONE-TENTH BELOW STANDARD PRICE 
ned 
IN- 
sing 

Pioneers in Selenium Rectifiers 
ous! 
wt | RAPID ELECTRIC CO. 
hod 2881 MIDDLETOWN ROAD NEW YORK 61, N. Y. TALMADGE 8-2200 
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Udylite Builds Largest Plating 


Installation On West Coast 


N an orange grove setting, near Fullerton, California, 

Rheem Automotive Company now has in operation 
the largest plating installation on the West Coast. It 
was designed and built by the Udylite Corporation 
under the supervision of the L. H. Butcher Company 
Division. Udylite furnished a complete “package” for 
the cleaning and plating facility. 


Rheem manufactures the complete bumper right 
from panels of high tensile steel. Before plating, these 




















panels are pickled, polished, bonderized, rinsed, formed, 
and then transferred by an overhead monorail system 
to the plating department. Here, in an area the size of 
a football field, the bumpers travel through thirty-one 
operations. 

Upon arrival at the plating department, ten to six- 
teen bumpers are placed on each rack in a floor level 
racking area. The racks, mounted on work carriers, are 
delivered automatically to the Udylite pre-plate unit by 





Bumpers loaded on plating racks are automatically transferred through this seven- 
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teen tank pre-plating unit giving chemically clean surfaces prior to nickel plating. 
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Lineup of 5,000 ampere, 18 volt Udylite-General Electric 
Germanium rectifiers (right) and Inductrol automatic volt- 
age regulators are shown mounted on overhead catwalk. 


the monorail system. This automatic machine is 133’ 
long x 15’ wide x 22’ high. It operates hydraulically 
and routes the work through a pre-plate cycle as 
follows: 1) Load and Soak Clean; 2) Electrolytic Clean; 
3) Cold Rinse and Spray; 4) Anodic Acid; 5) Cold Rinse 
and Spray: 6) Electrolytic Clean: 7) Cold Rinse and 


Spray: 7A) Drain and Transfer; 8) Acid Dip; 9) Cold 
Rinse; 10) Nickel Strike; 11) Cold Rinse; 12) Acidified 
Rinse. 


After the cleaning and surface preparation, the work 
carriers with their racks of bumpers are delivered 
selectively to either of the two nickel plating lines 
where they are then placed in the nickel plating tanks 
on a predetermined time cycle. 


The nickel line consists of two sections; each com- 
posed of sixteen tanks; twelve contain nickel plating 
solutions. Each nickel plating tank has conforming 
anodes and cathode bar agitation and contains, 3,750 
gallons of solution which is continuously filtered and 
heated by heat exchangers. Eac h tank is powe ‘red by a 
5,000 ampere, 18 volt U dylite-General Electric Germa- 
nium rectifier with automatic stabilized voltage control. 


Work carriers are picked up at the end of the nickel 
line and are transferred to inspection stations by 
means of the continuous monorail system, prior to 
final chromium plating. 


After inspection, work carriers are automatically 
delivered to the chromium plating line and handled by 
a manually operated monorail system through a series 
of ten cleaning, rinsing and chromium plating tanks. 


Then, after chromium plating, the work carriers are 
automatically picked up and delivered to an unloading 
area where the plated bumpers are removed for inspec- 
tion and palletizing. 


When the plating operation is completed and the 
racks have been emptied, the work carriers and racks 
are routed through an electrolytic rack strip tank which 
contains 31,000 gallons of solution. The stripped racks 
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and work carriers are transferred back to the loading 
area ready to again go through the cycle. 

other features of interest concerning this 
installation. Solutions are heated by steam from 
cross-drum type boilers of 500 H.P. capacity. 
Temperatures on all processing solutions are 


There are 
large 
two 
closely 
controlled by special the ‘rmostatie devices. 

Koroseal, Plastisol or Neoprene tank linings are used 
wherever acid or other conditions are en- 
countered. Giant fans and water-wash fume exhausters 
remove fumes and vapors from processing tanks. 


corrosive 


Udylite-General Electric Germanium rectifiers were 
selected for the new Rheem Automotive bumper plating 
line. These rectifiers produce 160.000 amperes of direct 
current. It is believed to be the largest installation of 
germanium rectifiers in the plating industry. The 15 
and 18 volt, air cooled units were selected by Udylite 
electrical engineers and built in the General poe 
Rectifier Department at Lynn, Massachusetts. All ; 
equipped with Inductrol automatic regulating one 
making possible automatic voltage or current stabili- 
zation. Units are housed in 5,000 ampere cubicles, with 
18 of these mounted on the mezzanine floor to power 


nickel plating tanks. These 18 volt units are easily 
accessible from the nickel line catwalk. Two 15,000 


ampere and two 20,000 ampere units, each rated at 
15 volts, are floor mounted. 

The 5,000 ampere cubicles, ~~ ‘cause of their ce —_ ict 
size and light weight, enabled a “building-block” ar- 
rangement designed for maximum installation flexi- 
bility and ease of maintenance. Each cubicle contains 
three blowers, five power trays and five transformers. 
Germanium cells are hermetically sealed from the 
plating room atmosphere to prevent corrosion, 

As an added safety feature, a protective 
incorporated in each unit, which first gives a warning 
signal when current or temperature limits are exceeded 
and finally shuts the unit down automatically before 
damage is done. 


! F - 
aeyice is 


These germanium plating rectifiers have a full load 
efficiency as high as 85 per cent, resulting in reduced 
power costs, according to Udylite rectifier specialists. 





A plating rack load of chrome plated automobile bumpers 
is being removed from the last operation of the chrome 
plating line by the automatic overhead monorail system. 
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Experience with plating waste treatment 
has shown staff and consulting engineers 
that no one process or type of equipment 
is generally applicable to all problems. 
Thorough evaluation of the many factors 
involved is necessary in each case. 










Whether. the solution required 
is ion exchange or precipitation 
Graver has complete equipment 
to do the job. 


Graver can offer you: 


*Choice of either basic process 
and equipment 


*Engineered flexibility to suit 
individual requirements 


* Advanced equipment design 
proven in hundreds of installations 


*Over 45 years’ experience in the water 
and liquid treatment field 


WRITE FOR BULLETINS AND TECHNICAL ARTICLES: 
WC-103 A — Reactivators e WC-111 — lon-Exchangers 

T-136 —Plating Waste Solutions — Recovery or Disposal 

T-130 — lon Exchange A Practical Tool in the Plating Room 
T-123 — Applications of lon Exchange to Plating Plant Problems 








Industrial Waste Treatment Dept. W-113 
GRAVER WATER CONDITIONING CO. 
A Division of Graver Tank & Mfg. Co., Inc. 

216 West 14th Street, New York 11, N. Y. 
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Take a Peck~ ae Peak Production / 


more production on 
aluminum castings 





more production on brass 
more production on copper 


more production on steel 
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American’s rd Centerless Buffs 


GUARANTEE 25% to 33'3% MORE OUTPUT 


on your present equipment! 





Ask for a 
DUPLICATE these CERTIFIED GAINS Demonstration! 
plant! Patented ‘‘Pre-Assembly”’* permits 
assembling complete buffing heads 
(up to 100 sections each) in advance... 
instant replacement in a single operation . . . faster BIAS SISAL BUFF 
changeovers, negligible down-time. 





BIAS CLOTH BUFF 


e+ Smaps’ aril AES 


UNIT SISAL BUFF 
hi COOLER RUNNING American Centerless Buffs Centertess (Sewed) 


permit faster machine speeds without burning . . . UNIT CLOTH BUFF 
longer buff life, fewer changeovers, increased 
output of every man and machine! 


#U.S. Pat. No. 2,599,785 OPEN BIAS SISAL BUFF 


UNIT CLOTH BUFF 


PLEATED CLOTH BUFF 








, Bw. “off Te aN gg 


2414 S. La Salle St., Chicago 16, Ill., CAlumet 5-1607 





957 4 “For the job that’s tough...use an American Buff!” 
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FINISHES FIRST 


— (Md, Yael Ou Com 
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CC SANE ATEN 
the perfect liquid compound 
for all metal finishing 


How much of the compound in your buff- 
ing room is wasted...in the nubbin pile, 
or in “over-heading” buffs? There’s a way 
to “meter” the compound you use—the 
i Liquimatic way. An electrically timed 
f system in the Liquimatic Process feeds 
| the exact amount of liquid compound for 
the exact cut you need. While compound 

is being saved, buffs are being saved too 
f ...continual lubrication extends buff life 
up to 200%. 


These two cost-saving advantages 


Check the other features of Liquimatic 
... then write today for your free copy of 
Liquimatic’s big, new folder that tells the 
whole cost-saving story of Liquimatic in 
your buffing room. 


alone soon pay for a complete Liquimatic 
Application System. But there are still 
other ways Liquimatic will help you cut 
costs. No hand application, and no chang- 
ing of bars will effect substantial down- 
time savings for you...and Liquimatic’s 
ease of cleaning means even further econ- 
omies. Now—when production must be 
upped, and costs 
lowered — profit 
from Liquimatic— 
over and over again. 








iia ee a, 


# 
en all 


These additional Liquimatic features mean real savings 
in terms of time, money, safety— 


@ longer buff life 
@ completely automatic 








@ fast cutting 





gives more buff mileage 






Your H-VW-M combination— 
of the most modern testing 
and development laboratory 
—of over 80 years experience 
in every phose of plating 
and polishing—of a complete 
equipment, process and sup- 
ply line for every need. 
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@ easy cleaning 
@ adhesive slow-wearing buff face 


@ non-settling 

@ high flash point 

@ long storage life 

®@ sprayable viscosity 





pb MAREMANSHIP HANSON-VAN WINKLE-MUNNING COMPANY 


Main Office and Plant, Matawan, New Jersey 


J. C. Miller Division, Main Office and Plant, Grand Rapids, Mich. 


SALES OFFICES: Anderson (ind.) * Baltimore « Beloit (Wisc.) 

Boston * Bridgeport * Chicago « Cleveland * Dayton « Detroit 
Grand Rapids « 
Milwaukee « New York ¢ Philadel 
Rochester « 


Los Angeles « Louisville « 


St. Lowis * West Springfield (Mass.) © 
Wallingford (Conn.) 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES « 








Matawan 
hia ° Pittsburgh « Plainfield 
Utica 


METAL FINISHING, 
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Our years of experience give you... 


BALANCED QUALITY * 
in MICCROSOL 


Developed originally as a coating for plating racks, 
Miccrosol E-1003 has all the desirable characteristics 
which make it an ideal coating for many other 
applications. 

The chemical resistance of Miccrosol is unequalled in 
its field. Its toughness, abrasion resistance, resilience, 
and flexibility are unsurpassed. It’s easy to apply in 
GNOME casas dct casi seamed be ecedne either a dip or spray formula. When necessary, it’s 


with Miccrosol Spray S-2003. BELOW: Fan easy to repair. 
housing coated by dipping in Miccrosol E-1003. F : . : 
Year after year we build this quality into Miccrosol, 


improving it whenever possible and practicing every 
economy in its manufacture that does not compromise 
the excellence of the product. 

This BALANCED QUALITY enables you to use Mic- 
crosol profitably while assuring your customers of coat- 


ing jobs that will prove superior in their performance. 


* Outstanding performance and value 


For tanks, ducts, and other equipment 





raf 
Developed and manufactured by : MICHIGAN CHROME and Chemical Company 
experienced platers and coaters| 8615 GRINNELL AVENUE + DETROIT 13, MICHIGAN 


& 
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MANY FINE SURFACES REFLECT THE USE OF 


PFIZER CITRIC, GLUCONIC AND TARTARIC 1 
ACIDS—Pfizer Citrates, Gluconates and Tartrates contribute to brightness i 
like you see above. Whether it be through electroplating, cleaning or polishing, these 


Pfizer organic acids offer many advantages to metal finishers. One big advantage is 
NON-TOXICITY — greater safety for personnel in materials handling. Another ad- 
vantage is mildness—so necessary in household and specialized industrial cleaners 
and polishes. Write for Technical Bulletin 61 which describes in detail the many 
outstanding uses for PFIZER ORGANIC ACIDS in metal finishing. 


CHAS. PFIZER & CO., INC. 
Chemical Sales Division 





Manufacturing Chemists for Over 100 Years 


630 Flushing Ave., Brooklyn 6, N. Y 


Pe tae 5 ss 
Raa: 
Sig a he eesti ei asi at 





Branch Offices: Chicago, I/l.; San Francisco, Calif.; 
Vernon, Calif.; Atlanta, Ga.; Dallas, Texas 
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ppical problem solved by 


hi -Manning “Abrasive Tech” methods ¢ 

















& 
30 minutes were cut to 18 seconds when this vertical platen belt grinder replaced a lathe in shaping 


boroscope mirrors. Cut at an angle from round bar stock, they need to have their bottom angle shaped to match the 
top angle, an operation accomplished by placing them in a fixture and rotating them against a moving Speed-wet 
Durite belt. This “Abrasive Tech” method is an example of the Behr-Manning technical service that may provide 
more production efficiency for your plant. 


A Behr-Manning methods engineer can often give valuable aid in overcoming stubborn 
finishing problems. All you have to do is call the nearest Behr-Manning office. Seventeen 
well-equipped “Abrasive Tech” Methods Rooms are waiting to show you the newest 
techniques: Atlanta, Boston, Buffalo, Chicago, Cincinnati, Cleveland, Detroit, 

Grand Rapids, High Point, Indianapolis, Los Angeles, Teterboro, Camden, San Francisco, 
Seattle, St. Louis, and Brantford, Canada. Main office and plant: Troy, N. Y. 

For export: Norton Behr-Manning Overseas, Inc., New Rochelle, N. Y., U.S.A. 


BEHR-MANNING Co. 


A DIVISION OF NORTON COMPANY [NORTON] 


ABRASIVES 


BEHR-MANNING PRODUCTS: Coated Abrasives e Sharpening Stones e Behr-cat Tapes 





4} 


TRANTER PLATECOIL® 


STREAMLINES HEAT 
TRANSFER, CUTS PLATING 
AND FINISHING COSTS 


As streamlined in performance as they are in appearance, Tranter 
Platecoil units are making big savings for platers and finishers by 
replacing bulky, old-fashioned pipe coils for heating and cooling. 
Their solid, relatively flat surfaces resist fouling and scaling and 
give longer life. When they do have to be replaced, two men can 
do the job in minutes without hoists or other machinery. And 


experience has proved Platecoil units heat or cool more quickly 


and efficiently. Streamline your operations now, and install 


Uiiii Sas ata eee ees Tranter Platecoil. 
Platecoil units, in the world’s largest plating plant, 
have the speed and dependability to keep up with 
operations that turn out 1 bumper every 3 seconds. 


‘ties ? . ; — Ripe 5 z = i. j : ; : ~ j s ta 
Platecoil makes it possible for this anodizing tank at Jack Compact, streamlined Platecoil makes room for 3 times 


& Heintz, Inc., to handle more work per load and more the load in a tank at Continental Motors. Pipe coils 
loads per shift to increase production 25%. also require twice as much time for cleaning. 


Streamline your plating and finishing operations 
with Tranter Platecoil. For more information, 
send today for Bulletin P-52. 


PLATECOIL 


DIVISION 


ae” ¥ es Requiring a minimum of tank apace, Platecoil units have 
TRANTER MFG., Inc, Lansing 4, Michigan sufficient transfer capacity to help speed automatic plating 


You'll Find Our Catalog in Sweet's Plant Engineering File. at Atwood Vacuum Machine Co. 
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LASALCO’s 


CIRCULAR 
CHROME PLATER 


Cost-cutter .. . time-saver ... 
production-booster! Consider the unusual extra 
profit possibilities with this new high current density, SPECIFICATIONS 
continuously-moving cathode chrome plater: 
« Exceptionally high output—3290 pieces, up to 3” long, per 
hour at 23 seconds. Minimum output, 530 pieces per hour 
at 2.39 minutes. (Alternate slower drives for heavier plating.) 


One-man loading . . . fully automatic unloading. 
No racks . . . no rack upkeep. 


Easily removable sectionalized cover of Plexiglas, plus 
easy-to-raise driving mechanism and cathode wheel, gives 
quick access to coils and anodes. Parts falling into tank 
are instantly recoverable. 


Simple installation requires only electrical connections and 
exhaust duct. Plater delivered complete, ready to install. 


Write Now... Get The Facts About This Money-Maker 


LASALCO, INC. 


HOME OFFICE IN TEXAS 


2820 LaSalle St. © St. Lovis 4, Mo. 1113 Perry Read @ Irving (Dallas), Tex. 
PRospect 1-2990 Phone: Blackburn 3-4921 
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Low installed cost 
e Minimum space requirement 
Typical CATEXER® ANEXER® lon Exchange Plant e Chemical recovery 
e Demineralized rinse water 
New ion exchange techniques using “CATEXER” e Simplified waste disposal 
‘‘ANEXER” plants make it practical to recover valu- 
able chemicals and rinse waters in some cases. 
Only careful evaluation will show whether recovery 
methods, or treatment by oxidation, reduction or 
precipitation is more economical. INFILcCO manufac- 
tures all types of waste treatment equipment — ps 
: " . equipment for ALL types of 
and can offer impartial evaluation of your problem. water and waste treatment 
Tons , ; —Coagulation, precipitation 
Write for complete information. sedimentation, filtration 


flotation, aeration, ion 
exchange and biological 
processes 





F a EI i co i NC 912 South Campbell Ave., Tucson, Arizona 
| Field Offices throughout the United States and $539 


in Foreign Countries. 
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Unequalled barrel finishing 
...With 4 different TUMBLEX” abrasives 


ALUNDUM* Tumblex “S”. 
Newly developed bonded 
spheres that easily get into 
areas where other abrasive 
shapes can’t reach. Excep- 
tionally dense and long last- 
ing, for top barrel finishing 
in many applications. In 
five different sizes. 







































Here are vital steps that will give you €xX- 
actly the results you’re looking for on de- 
burring, descaling and finishing your 
products. 

One is to switch from out-of-date tum- —T » 
bling or off-hand methods. 

The other is to check Norton Tumblex 
materials and learn which, together with 
modern barrel finishing techniques, make 
the best combination to meet your particu- 4 
lar requirements. Ps 

The long, expert experience of Norton 
engineers in developing Tumblex abrasives 
has brought the value-adding. cost-cutting 


“Touch of Gold” to barrel finishing of the ALUNDUM Tumblex “T”. 
Bonded, triangular shape, and 


widest range of products. To you, this fant cutting: Ser epecind chaged 


means prompt aid in solving finishing prob- parts. Triangular form pre- 
lems. Just send sample parts, ranging from vents wedging in work slots or 


se holes. Available in four sizes. 
tiny needles to hefty forgings, to the Norton 


Sample Processing Department. You'll get 
helpful recommendations as to the type and ; 
size of Tumblex material to use — plus other =, 
data on the tumbling barrel equipment and : 
operating methods you need most. Or write, 
to Norton Company, Worcester 6, Mass. 
for a copy of the newly revised handbook on 
barrel finishing. Distributors in all indus- 
trial areas, listed under “Grinding Wheels ALUNDUM Tumblex “A". The 
workhorse for general barrel 
finishing. Performs several op- 
erations at once, removing 
flash, scale, tool marks and 
burrs, while forming radii and 
finishes to a microinch. 
Made in eleven sizes. 


in your phone book, yellow pages. Behr- = 
Manning Company, Troy, N. Y., division of 
Norton Company. Export: Norton Behr- 


Manning Overseas Incorporated, Worcester 





6, Massachusetts. 












Tumblex “N”. Natural stones, 
ABRASIVES offered exclusively by Norton, 

for high lustre, especially 
on die castings and soft 
metal. Rounded uniform 


ddlaking better products ... shape brings out the most 
desirable color of finished 
fo make your products better 


parts. In seven sizes. 










NORTON PRODUCTS: Abrasives « Grinding Wheels 
Grinding Machines « Refractories 
BEHR-MANNING PRODUCTS: Coated Abrasives 
Sharpening Stones « Behr-cat Tapes 





*Trade-Marks Reg. U. S. Pat. Off. and Foreign Countries 
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@ INVESTIGATE THIS TIME - SAVING 


VARIAR 















BENCH MODEL 
VARIABLE SPEED 


Bench-Type Single Speed 





Note Carefully These 
IMPORTANT POINTS 


Barrels can be filled with parts or abra- 
sive — while running. 





No. 5—Variable Speed 
No. 5—Single Speed 
Work can be watched — samples re- 


moved for inspection — while running. 


Angle can be changed for best abrasive 
or polishing action — while running. 


Barrels can be emptied by tilting to 
pouring position — while running. 





No. 5A—Variable Speed 


No. 5A—Single Speed Barrels are made in various sizes, shapes, 
and materials. They are easily replaced. 









If You’re a Tumbler, Send 
for This NEW CATALOG 


136 SOUTH LEONARD STREET 
WATERBURY, CONNECTICUT 












Rotsl@) 





SINCE 
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“Bill, why are you so sure Dow perchloroethylene 
will do a better job in my degreaser?”’ 


‘One big reason, Jess. Dow Perchloroethylen Industrial is “O.K.. Bill, so itll really clean. But is it safe?” 
( YS " ; , . “oO : ‘~ » P = “ ’ . > 
tops in stability. Its resistance to breakdown and deteriora You bet! No flash point and no fire point. 
tion is as good as you can get.”’ 
“All right. Um convinced it’s the best solvent for the job. 
So what does it do for me?” Say. you sure know a lot about it.” 
“Plenty. Cleans parts thoroughly the first time through. “Not really. Dow people know more.” 
Eliminates rejects and reruns. Prevents damage to your 
“Who?” 
‘Dow. The Dow Chemical Company. M dland. M 


degreaser and the parts—especially white metal parts. 


“Think itll remove that wax?” Phe company that also makes Dow Tri hloroethvlene for 
‘Sure will. Its higher boiling point gives parts a longer, vapor degreasing, Chlorothen for cold cleaning, and 
more thorough cleaning before reaching the vapor tem Dow Methylene Chloride for stripping. Why dont you 
perature. It’s real tough on those higher melting waxes.” drop them a line?” 


YOU CAN DEPEND ON 
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~  DEBURRING EQUIPMENT 








a a 
‘ uncial F | Le To deburr and tumble finish metal parts 
: : @? Crown's complete line of newly improved tumbling machines 
: and labor saving accessories provide huge savings in time- 


costs and labor. 


© Light weight — quick acting “seal tite’ doors with easily 
replaceable gasket. 


® Front safety guard. 


® Forward and reverse switch to rock barrel in rinsing and to 
position doors for loading and unloading. 


® Easily accessible motor and bearings. 
@ Rubber lined — Neoprene lined — unlined. 


© Special machines designed and built 


2 Compartment 
Horizontal Tumbling Machine 







| 





Separating Table 


Mechanical Separating Table Hand Type 


Hoist Pan Type 





Single Compartment 
Horizontal Tumbling Machine 








Chip or Tumbling 
Abrasive Bin 





Separator — Motor Drive _ 
with Hopper a 


WRITE FOR OUR COMPLETE CATALOG OF TUMBLING MACHINES AND ACCESSORY EQUIPMENT 


CROWN RHEOSTAT AND SUPPLY COMPANY 


3465 N. KIMBALL AVENUE «+ CHICAGO 18, ILCINOIS 
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Corrosive liquids flow from pipe through fittings or valves without touching metal in saran lined piping. 


You can see why saran lined pipe stops shutdowns 


It’s corrosion-resistant saran locked within rigid non-bursting steel 


By preventing corrosion, saran lined pipe can stop shutdowns 
—save labor costs and production loss. 


Here is a pipe that resists commonly used acids, alkalies and 
many other corrosive liquids while having the strength of 
steel. It can withstand working pressures up to 300 psi. Cast 
iron and malleable iron fittings and valves are available for 
pressures up to 150 psi. If you have a high-pressure problem 


in your operation, cast steel fittings and valves are available 
for pressures up to 300 psi. 


You'll save labor costs, too, in fabrication. Saran lined pipe 
can be cut and threaded with conventional hand tools. 


For tomorrow's protection today investigate saran lined pipe. 
THE DOW CHEMICAL COMPANY, Midland, Michigan. 


POPPE HSE OEE EEEEEEHEEEE EEE EEE SEES EEE TESTE EE EEEEEEEEE EE EEEEEE EEE HO EEEEETE EEE OSH EEEEEEEEEEEEEEE EEE EEE EE EEEEEEEEESEEEEESEEEEEE EE ESSE SE EEEEEEEEEEEE EEE EE EEEEEEEES 


SARAN LINED PIPE COMPANY 


DEPT. SP1592C N 
ame 


Please send me information on saran lined pipe, fittings and valves. 


Title Company ‘i 





2415 BURDETTE AVENUE 


FERN 
DALE 20, MICHIGAN hia 





City State 





YOU CAN DEPEND ON 


~~! 
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WHEN YOU SHIP US 


~/ NICKEL\PEELING SCRAP 


Cc 


l 





FROM YOUR PLATING OPERATION 








WE'RE ALWAYS BUYING ALL FOR PROMPT QUOTATION SEND 
TYPES OF NICKEL PLATER’S US A 5-LB. REPRESENTATIVE 
SCRAP ... AT TOP PRICES SAMPLE OF YOUR ACCUMULATION 


INVOICE US FOR SAMPLE ... OR WE WILL PAY ON BASIS OF LABORATORY ANALYSIS 


| FOR A“SURE" THING... Phone . Wire . Write | 
Stainless Stee Corp. of Aomerica 








fo) ole 40) 1-10), In: | Moco Zele] (ch) Ke), ER Me) “ILe) Riverside 4-4123 
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Remember — YOUR COST PER FIN- 
ISHED ARTICLE IS THE TRUE COST 
OF YOUR CLEANER. 

Northwest's production-tested chemicals 
and ‘Right the first time’ recommenda- 
tions will save you money. Northwest 
Service is as close as your phone. 


= 








LOL 
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*K SPE CIAL:IST—One who devotes him- | 


self to some special branch of activity. | 


At Northwest our ‘“‘special branch of activity” is 


solving your cleaning problems. 


Behind your friendly, competent Northwest Sales Engineer stands a 
reputation for providing industry with low-cost, analytically-correct, 


job-adjusted chemical cleaners. 


From Northwest's years of experience in formulating the RIGHT 
cleaner for your specific needs have come such developments as 
the LO-HI pH PROCESS—for cleaning prior to plating, painting, or 
vitreous enameling; ALKALUME PROCESS —for preparing aluminum 
and magnesium for finishing and spot welding; INTERLOX PROCESS 
-for phosphate coating; SPRA-LUBE-to control over-spray of ‘‘to- 
day’s’’ paints in water wash paint booths; PAINT STRIPPERS— 
specific to your needs; SUPER-DRAW & FLUID FILM-—for draw- 


ing metals. 
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HARSHAW 





TolaleMucldiciah mmaliet.¢-)mmeclr-taiale 
oj ol-Ter-hdlelam sndaleleh am da-t-tdeal-vabs 





























Other outstanding advantages are: BETTER BRIGHTNESS with thinner deposits. 


BRIGHT OVER WIDE RANGE SIMPLE OPERATION and CONTROL 
from a few amperes/ft.? Plates brightly from 120°F to 155°F. 
to well over 100 amperes/ft.? pH can vary over a wide range 


HIGH TOLERANCE to common impurities Liquid addition agents. 


ES Senee orww an an REMAINS DUCTILE AFTER LONG 
EXCELLENT LEVELING OPERATION 


For additional information contact the Harshaw office nearest you. 


THE HARSHAW CHEMICAL CO. 
1945 East 97th Street - Cleveland 6, Ohio 


Chicago 32, Ill. * Cincinnati 13, Ohio + Cleveland 6, Ohio » Houston 11, Texas 
Los Angeles 22, Calif. + Detroit 28, Mich. + Philadelphia 48, Penna. 
Pittsburgh 22, Penna. + Hastings-On-Hudson 6, N. Y. 
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METAL 


of Kalamazoo 


HEADQUARTERS FOR 


DEBURRING 


Hammond Automatic Deburring Machines 
will increase production, assure a uniform 
finish, reduce operator fatigue and save 
floor space. 


Send sample parts for complete engineer- 


ing report. 


INC. 


1601 DOUGLAS AVE. KALAMAZOO, MICH. 


FINISHING, 


April, 
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... from Du Pont 














NEW “ZIN-O-LYTE” BRIGHTENER 
SPECIAL 


Gives brilliant zinc deposits... right 
from the barrel... without a bright dip 


YOU can get top quality, brilliant zine 
plating direct from the barrel without a 
bright dip, by using “Zin-O-Lyte” brightener— 
SPECIAL, The new formulation, fully tested 
in production installations, is designed specif- 
ically to cut your brightener costs with no sac- 
rifice in quality of work. 
“Zin-O-Lyte” Brightener SPECIAL is com- 
patible with other Du Pont zinc brighteners 
and generally can be used without change in 


procedure. 


Improved © Zin-O-Lyte’ Brightener 
Saves Money in Barrel Plating Zinc 


The new “Zin-O-Lyte” brightener is avail- 
able in non-returnable Fibrepak drums which 
minimize breakage . . . reduce shipping costs. 
This readily soluble powder also gives you 
freedom from freezing or settling out of 
brightener constituents in storage or transit. 

New “Zin-O-Lyte” Brightener SPECIAL is 
a part of Du Pont’s extensive line of plating 
chemicals. For complete information and ar- 
raagements for trial use in your plant, please 
call or write to our nearest district office or: 
E. I. du Pont de Nemours & Co. (Inc.), Elee- 


trochemicals Department, Wilmington 98, Del. 





DISTRICT SALES OFFICES: Baltimore * Boston 
Charlotte * Chicago * Cincinnati « Cleveland * Detroit 
Los Angeles * New York * Philadelphia * San Francisco 
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BETTER THINGS FOR BETTER LIVING... THROUGH CHEMISTRY 








DU PONT Chemicals¢ Processes Service 
for ELECTROPLATING 
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“The efficiency of your new Iso-Brite Copper bath 
will enable us to put a $7500 ‘semi’ to work on 
other jobs. We get a deposit of .0005” in a 
15 minute cycle and could easily get .0006” to 
.0008” if required. Iso-Brite needs less mainte- 
nance than any bath within our experience.” 
(Robert Hilfinger, Pres. Hilfinger Corp. to Jos. R. 
Wagner.) 


doubles 


SEMI-AUTOMATIC PLATING! 


CONVERSION TO ISO-BRITE ELIMINATES ONE MACHINE... 


The record at Hilfinger Corp., Toledo, Ohio, tells a 
simple story. This big, 115,000 sq. ft. die casting 
plant with a 200-man plating department originally 
required two semi-automatic plating machines for 
plating copper before nickel and chrome on large 
automotive die castings. New Wagner Iso-Brite 
Copper bath was installed eight months ago in one 
tank, replacing a leading proprietary copper bath, 
both machines being operated by a single generator. 
Excessive burning of the competitive plate resulted. 
The single machine charged with Wagner Iso-Brite 
Copper now turns out Hilfinger’s entire production 
requirement to the customer’s specification, per- 
mitting the surplus semi-automatic to be devoted 
to other production. 


If reducing finishing costs is of interest to you, 
consider these reasons why this new Wagner- 
processed chemical is making records everywhere: 


400 MIDLAND AVE., DETROIT 3, MICHIGAN 


CHICAGO © CINCINNATI © CLEVELAND © INDIANAPOLIS + NEW YORK + ROCHESTER + GRAND RAPIDS 


April, 1957 


Die cast automotive grill part 
ready for nickel and chrome. 


Wagner Iso-Brite Copper offers 


1. Ease of control 


2. High anode efficiency—copper cyanide additions 
virtually eliminated 


3. Much heavier plate 

4. Fine grained, dense, ductile, fully bright 

5. Freedom from roughness 

6. Wide operating range—temperature 135-165°; 


up to 60 amperes per square foot 
7. High tolerance of organic contamination 


Wire, phone or write for Bulletin 70.2 for full technical 
information on lso-Brite Copper and the Wagner 
cadmium and zinc brighteners and chromate finishes. 
Please pass this advertisement along to your purchas- 
ing agent or plating superintendent. The Wagner man 
in your area will assist you with any plating problem. 








BROTHERS INC. 
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NEW 
SHAPED, 
EXTRUDED 
APW 
SILVER 
ANODES — 


SHAPES 





“RECTANGULAR” 





“TEAR DROP” 


Ba ne a 
Sean Ste 














CONTROLLED GRAIN SIZE: aApwW EXTRUSION PROCESS * 


controls grain size within definite limits — minimizes sheddings Seren> SLAT PLATE 





This Photomicrograph shows 


These scientifically shaped anodes retain 80% of original active Siekty irregular, uncontrolled 
: grain size—a major cause of 
surface area after 85% by weight has been plated off! shedding and resultant rough 





electrodeposits. 












Costs are lowered by prolonged anode life, minimized polarization 
and less silver scrap to be refined. 

In addition, the APW Extrusion Process controls grain size within 
definite ideal limits so that corrosion is smooth and uniform. Electro- 
deposits are consistently smooth. Shedding is virtually eliminated. 
Rejects are a comparative rarity! 

We are anxious that the silver you buy in anodes is used most 
efficiently and economically. Special anode shapes will be engineered 


_ APW EXTRUDED 

_ ANODE SECTION: 

~*~. Small, fully controlled regularity 

@f groin size promotes uniform 

_  GOfrasion, smoothest electrode- 
» = posits, less rejects. 







to meet your particular plating bath conditions. Call or write for 


a representative. We'll be glad to assist with your plating problems. 








*Pat. Pending 


THE AMERICAN PLATINUM WORKS 


231 NEW JERSEY RAILROAD AVENUE * NEWARK 5, NEW JERSEY 











(ENGEL HARO INDUS TRIES) 
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THINKER BOY Plating Racks 
Reduce racking costs — tremendously! 


oO WAITING ° 


No Make shift Racks — 






































Insulated 
Thinker Boy 
TBUA Spines 





24” — $2.78 
You don’t have to use inefficient racks to get 30” — 2.95 
work out on time. With THINKER BOY you can 36” — 3.12 


assemble racks designed for the job and be in 
production over night. 


Just drill holes to install tips or 
join frame members—insert studs 
—draw nuts tight—install sealing 
caps. 


REDUCED COSTS 


With THINKER BOY, rack designing is easy and 
fast — No sketching — No drawing — Just lay out 
the THINKER BOY Members and Tips with the 
work you have to plate. You can make a sample 
rack in minutes. Develop highest racking efficiency 
for lowest racking costs. 


FLEXIBILITY UNLIMITED 

With THINKER BOY a broken or 
damaged tip doesn’t ruin or tie-up 
the rack. You can replace THINKER 
BOY Tips right on the job in a jiffy. 
When a job is all through, finished, 
THINKER BOY Racks do not become 
worthless like other racks. You can 
change the tips or tip spacing for effi- 























— ciently plating other work, or disassem- 
i ble and use the parts in other racks. 
| With THINKER BOY Rack Members you can assemble single, double, 
V triple or quadruple spine racks, cross bar, and T racks in a wide 
| | 5 4 Knurlers range of sizes to the spacing you want 
engths 
| 6" | f TBUE y 
| 8” | 
- | — Lengths, inches—«} 
| Lengths 10 6, 8, 10, 12. 14, 16 
| 24" | 12” || 18, 20, 22, 24 
§ 30” 14” 
| 36” | 


16" oe, a 
18” TBUG 

20” 

22" sadly > 


24” ++. Lengths, inches ——| 


26" 10, 12, 14, 16, 18, 20 





: 
| 


Stocked in \i,", 
4", .114” and Ye" 
wire sizes. Specify. 























TBUA TBUC TBUB TBUD 





Send for the THINKER BOY Instruction Manual. See how 
simple it is to assemble completely insulated racks of your own 
design. Check the great variety of THINKER BOY Tips. The 
a more you think about THINKER BOY the more you will save. 


a Hei MANUFACTURING C1. 
“ ss EG ly CRO "chicas She me 


FS-1015 FS-101D EVERYTHING FOR PLATING PLANTS 
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cut _ 
operating 


| COSTS 


of bright chromate conversion coatings on zinc 
win KENVERT 17-A 


No leach 











This product is of specific interest to 
those manufacturers making their 


@ Low concentrations (2-3% solution) 


. ° @ High corrosion protection (in excess of 
own bright dips as we can offer 40 hrs.) | 
savings to 75%, @ No waste disposal problem of rinse 


waters. 


If you need a white full deep 





@ Excellent brightness 
polish — specify KENVERT #16 — @ Chrome color 
which is also a powder requiring © Operate cold ) 
no leach. @ Simple to operate and control ie 
e@ Easy to replenish 7 
For cadmium platers: Investigate © Good solution life 4 
KENVERT *27, a powder requiring @ Operates 5-50 secs. dip ‘ 
no leach. @ Minimum metal removal 
: @ Low rinse water consumption : 
Complete distribution throughout @ Powder — no returnable containers (no 


freight on water) 


Industrial Areas. 


3-5¢ /gal. treating solution 


i es ak 


I nquiries 








see sno sea invited on 3 
CHEMICAL | I 
CORPORATION your company i 
98 E. MAIN STREET ROCKVILLE, CONN. letterhead. 4 : 
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A. B. HOEFER, Vice-President, FREDERIC B. STEVENS, INC. __ 


STEVENS MACHINE SPEEDS PRODUCTION 
OF PLATED CIRCUITS 


POSSIBLY ONE OF THE BIGGEST TECHNOLOGICAL 

















, ADVANCES in methods and materials for the assembly of 
electronic equipment is proving to be electrically conductive 
lines of copper, plated to uniform thicknesses on a plastic circuit 
board. Stevens is proud to be playing a part in this advancement. 

' ONE LARGE MANUFACTURER IS OBTAINING 2,880 


PLATED CIRCUITS an hour with a Stevens Automatic Rack 
Type Processing and Plating Machine. The machine carries two 







































































































DETROIT 16: MICHIGAN 


STRIKE COPPER 
54) MIN PLATE 
f 
, 
C.W. RINSE 
1% |MIN 
of ACID 
14 |MIN 
nse C.W. RINSE 
\% |MIN. 
Stevens Automatic Processing and Plating Machine used for copper plating C.W. RINSE 
E circuits at General Electric Company, Auburn, New York. \y MIN. 
racks per arm, with each rack holding twenty-four circuits in 
i position for plating. The results, beside the high production, are 
‘ uniformity and ‘“‘sure-fire’’ conductivity. 
: ANOTHER ADVANTAGE OF THE PLATED CIRCUITS SOAK CLEAN RECLAIM 
: is the “plated through”’ holes or eyelets which form a mechanical 5% |MIN r imi . 
bond to the circuits on both sides of the base and also eliminate — 2 —_ 
connective wiring of the two circuits. C.W. RINSE 
3 Our engineers are constantly working toward the development % |MIN. 
4 of new ideas in plating and metal finishing. Why not let us help 
(no ; you in such problems as plating, anodizing, pickling, cleaning, 
. electro-cleaning, phosphating, stripping, lubriting and other types LOAD UNLOAD 
3 of immersion processing. Write Frederic B. Stevens, Inc., 1804 
] Eighteenth Street, Detroit 16, Michigan. 
| L PReDERIC B. Ie ) 
if \/ (6) WAREHOUSES Suggested cycle for auto- 
ie a), YEARS OF ie AND OFFICES matic plating or forming of 
id hehe e kat en / IN PRINCIPAL CITIES retina 
. Qe METAL yn : plated circuits. 
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Iron out your 


chrome-plating problems 


with Diamond 


Let D1amonp’s technical specialists go to work on 
your chrome-plating problems. These men work 
full time on customers’ questions. They come up 
with complete, profit-making answers. Their service 
is free 

In producing chromic acid, D1iAmMonp controls every 
processing step to safeguard quality. DIAMOND ex- 
perience starts with importing the chrome ore and 
making the soda ash, and extends through produc- 
tion and delivery. It even includes standing by your 
side, if you wish, to help you get top-quality plating 


results and keep costs low. 
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Diamonp facilities—two chromic acid plants and 
nine warehouses and sales offices across the country 


—assure you uninterrupted supply and dependable 


service. DiAMonp ALKALI Company, 300 Union 


Commerce Building, Cleveland 14, Ohio. 


LB 
DIAMOND j 
> Diamond 
— CoOnromic Acid 
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FOUR COUNTER-CURRENT DEMINERALIZER 
RINSE TANKS 


STEAM 


HOLDING of EVAPORATOR 


CONDENSATE BLOWER 


pase elie vile), | 


CONCENTRATED CHROME RETURN "UMP @* 





Chromium recovery costs less than destruction! 


Designed for a large auto manufacturer, this Industrial 
Chromic Acid Recovery System was carefully analyzed for 
operating costs, including labor, power and amortization. 
When compared with a destruction system of equal capacity, 
Industrial’s system shows a net daily GAIN of $26.65 against 
destruction COSTS OF $54.06* 


How Industrial engineered the system 


After a thorough analysis of the entire plating operation, 
Industrial engineers recommended that the rinse water flow 
rate be reduced. When this was done, rinsing was still 


*See article ''Profitable Recovery of Plating Wastes by Reconcentration 
of Reduced Volume Rinses'’—Odlund & Hesler. Plating, August, 1956. 
Reprints are available of this paper by two Industrial engineers. 


Send for complete data... 








FILTER & PUMP MFG. COMPANY | 


5906 OGDEN AVENUE e CHICAGO 6SO, ILL. | 
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efficient and complete with less than 4 ppm acid concentra- 
tion in the final tank . . . but the higher concentration in the 
first tank made it possible to use a fast, convenient evap- 
orator to recover chromic acid. No pre-concentration was 
needed (the small cation exchanger only removed metal 
contaminants). Industrial then planned and built the entire 
system including tanks and pumps. 


We hope you noticed the key words .. . “thorough 
analysis” in the paragraph above. This is typical Industrial 
engineering—and at the auto plant it led to truly impressive 
gains in plating efficiency and economy. Why not use this 
kind of service yourself...To solve your plating problems call 
Industrial . . . and work with the men most experienced in 
the industry at handling plating solutions—all along the line. 














Henncent ens nanan eehnpnine mtmangietensente ene 
NAME TITLE 

COMPANY 

ADDRESS 7 
CITY STATE 
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Perfected: al! the new features 
Proved: in hundreds of plants 


Patented: US. Pot. 2562084... 


and other patents applied 


for Your Protection! 











... + plus More Features than Ever 





@ Faster, Better Plating @ Less Maintenance @ Heavier 





Pru se 





Loads @ Floating End Plates @ Automatic Positioning 
@ Inverted-V-Contacts ©@ Greater Current Flow @ Heavier 


bk 99 « Dangler Cables @ Floating Hubs @ Faster Dangler Clean- 
G os S Cogged in Belt Drive ing ® Danglers Won't “Ride Up” © Adjustable Bearings 
@ All-Welded “H-T Sincolite’” or Tempron Cylinders @ Total 

Plating Barrel 


Cylinder Immersion. 














Again G-S proves to be years ahead with all the pinion gear, 3 bearings. No gears or bearings in solu- 
important plating barrel developments — which mean tion. Cogged-V-Belt can’t slip, creep, or vary speed. 
Greater Savings for you. They're Patented to protect Steel tensile members won't stretch. Belts resist acids, 
you against untried equipment — frantic “make-shifts” alkalies, floating oil and grease. Look into the G-S 
which are dangerous gambles at best. Today, G-S Conversion cylinder and superstructures for YOUR 
“Cogged-V-Belt” Drive Plating Barrels are out-perform- tanks. They cost less than you think, and will pay their 
ing, out-earning all others everywhere. “The Belt- own way in savings. Send for Bulletin GSB102. 








Drive with the Gear-Grip” is another of the long list of 
G-S “firsts” which have set new, high standards for 
plating equipment. Saves 100% gear maintenance! THE G-S EQUIPMENT Co. 


Eliminated are cylinder end drive-gear, idler gear, 15585 Brookpark Road Cleveland 11, Ohio = Clearwater 2-4774 
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It’s the stabilizer in the trichlorethyl- 
ene that determines how long you can 
use it safely and efficiently. 

Light, heat, air, acids, and active 
metals such as aluminum, given time, 
can break down improperly stabilized 
trichlorethylene, making it unfit for 
further degreasing. 

Only Nialk 
TRICHLORethylene has psp 
The stabilizer in Niack TRICHLOR- 
ethylene has psp—permanent sTay- 
ING power. It’s neutral, non-alkaline. 
You never have to replenish it. 


| HOOKER 


CHEMICALS 





Do heating coils in your vapor degreaser often get gummed up like this? You may 
be using a degreasing solvent that’s poorly stabilized. Read below how you can 
minimize this coil-cleaning job, and degrease more pacts between cleanouts 


Why Nialk® TRICHLORethylene with pSp 
gives you more degreasing, less downtime 


Cut your degreasing costs with this permanently stabilized solvent 


Only NiaLk has this permanent 
staying power. Even after repeated 
distillations, its unique stabilizer pre- 
vents acid formation and other causes 
of breakdown. 

N1ALk works equally well with all 
metals. 


Psp means cheaper 
degreasing —here’s why 

You don’t have to clean out your de- 
greaser nearly so often with NIALK 
TRICHLORethylene. You can de- 
grease many more parts 
cleanouts. 


between 


The NIALK stabilizer actively re- 
tards formation of degradation prod- 
ucts in your degreaser. Cleanouts are 


easier, faster. 


Get proof of Nialk’s cheaper, 
safer cleaning 

See for yourself how Niatk TRI- 
CHLORethylene with psp stays sta- 
ble, keeps cleaning efficiently long af- 
ter other solvents their 
punch. Write on your business letter- 


have lost 


head for a revealing resumé of com- 
parative metallurgical tests on five 
leading brands. 


HOOKER ELECTROCHEMICAL COMPANY 


1304 UNION STREET, NIAGARA FALLS, N. Y. 





6-1608 PLASTICS 





METAL FINISHING, 


April, 


1957 


NIAGARA FALLS ® TACOMA @© MONTAGUE, MICH. © NEW YORK ® CHICAGO ® LOS ANGELES 
Manufacturers of VIRGO® DESCALING SALT, VIRGO ELECTROLYTIC SALT, VIRGO MOLTEN CLEANER 
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a Profilometer reading of 
oo. surface in micro-inches 
es RMS. A 100 scale. 


Before 


Cut parts finishing costs, maintain exact tolerances, 


get absolute uniformity with Ko7e-Fuucthe processes 


Roto-Finish, pioneers in precision barrel finishing, 
offer you a complete finishing service. Savings on 
deburring, descaling, grinding, polishing, coloring and 
surface improvement are tremendous. Expensive hand 
finishing methods can be eliminated. 


supplies, equipment and complete continuing engineer- 
ing service. 


ROTO-FINISH GUARANTEES RESULTS 


There is no costly trial and error involved in the 
purchase of Roto-Finish equipment. You submit un- 


Roto-Finish processes are controlled to produ he es Oi : “we 
“a P P on finished parts to Roto-Finish along with a finished 


finish you need with no_ significant dimensional 


mechanically THIS FREE 


changes. You get absolute uniformity of finish in 
quantity lots. 


Many prominent manufacturers now using Roto-Finish 


processes are saving money on finishing costs. (Names 
on request). 


ROTO-FINISH CHIPS, COMPOUNDS AND 
MACHINES ARE OF THE HIGHEST 

QUALITY Roto-Finisa has never sacrificed quality 
for the sake of price. Through the years, Roto-Finish 
has carried on a continuous program of process and 
product improvement to meet the needs of modern 
industry. When you choose Roto-Finish processes, 
you can be sure that you are getting the best in 


SEND FOR 


TECHNICAL 
DATA FOLDER 


a 


3706 Milham Road, Kalamazoo, Mich. 


sample and a description of the finish you require. 
These sample parts are processed in the Roto-Finish 
Sample Processing Laboratories, where experienced 
engineers determine the combination of chips, com- 
pounds, and machine required to do the job. Roto- 
Finish guarantees to reproduce the same results in 
your plant, using the Roto-Finish processes, that are 
achieved in sample processing. This service demon- 
strates for you exactly what you can gain by using 
Roto-Finish processes. 


The sample processing service is available to help you 
with your finishing problem. Take advantage of this 
opportunity to save on finishing costs. Send samples 
of finished and unfinished parts and details of the 
type of finishing equipment available in your plant. 


Phone: FI 3-5578 


Ken-Fiuncthe Rake 


FOREIGN REPRESENTATIVES: 


AUSTRALIA — A. Flavell Ltd. — 89 Tulip Street — Cheltenham 


‘ BRAZIL—Commercial E. Industrial de Fornos Werco, Ltda:—rua General Gurjao, 326—Rio de Janeiro 
as notin’ tine dante CANADA— Canadian Hanson & Van Winkle Co., Ltd. —Cor. Silver and Morrow Avenues —Toronto 
t describes the basic process, ENGLAND — Roto - Finish Limited — Mark Road, Hemel Hempstead — Hertfordshire 
Pastislartileiastitsteittits Cae tits ist FRANCE — Societe Roto - Finish -—- 40-42 rue Chance Milly — Clichy (Seine) — Paris 

P P fthans x c GERMANY, AUSTRIA, NORWAY, SWEDEN, SWITZERLAND — Metallgeselischaft A. G. — Reuter- 
complete Roto-Finish line of ‘ weg 14 — Frankfurt a. M. — Germany. 

" HOLLAND, BELGIUM, LUXEMBURG — N. V. Roto-Finish Maatsch _ t 

stendard and special ma. Sele. Staltaen, aatschappij Rotterdamseweg 370 A. 
chines. ITALY — Societa Roto - Finish a R. L. — Sesto §. Giovanni — Viale E. Marelli, 31 — Milan 
SPAIN — Instituto Electroquimico, $. A. — Corcega 58 — Barcelona 
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When a commercial chemical runs 99.75% pure, the user 

need not ordinarily concern himself about the remaining 0.25%. In 
chromium plating, however, the 0.25% is important because 

it includes whatever sulfate is present. 


While the maximum amount of sulfate permitted in Mutual Chromic Acid is 
‘ only 0.1%, average production is well below that figure. Furthermore, 
x the sulfate content varies but little from drum to drum. 
No other impurity exceeds 0.01%. The balance represents a trace of moisture 
which, of course, is harmless. This close attention to small 

details is one reason for the wide acceptance of the Mutual label 

i wherever quality chromium plating is performed. 





Sodium Bichromate * Chromic Acid °* Potassium Bichromate 


MUTUAL CHEMICAL DIVISION 


ALLIED CHEMICAL & DYE CORPORATION 
(hen 

















61 BROADWAY e NEW YORK 6, N. Y. 
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Temperature 
Control 


: ...in Plating 
and Metal Finishing Operations ? 


WHY temperature control? First of all, to assure uni- 
form quality; second, to reduce processing costs. 


Maintaining bath temperatures at the one best level used to 
be a serious problem. But not anymore. Today, TRERICE 
controls are automating plating processes throughout the 
metal finishing industry . . . maintaining precise tempera- 
tures automatically—-TRERICE regulators prevent evapo- 
ration losses, cut down on rejects, insure uniform product 
quality! You save time, labor and fuel costs. Not surprising, 
then, that TRERICE controls are standard with leading 
original equipment manufacturers. Behind this wide accept- 
ance is the TRERICE reputation for quality, and a nation- 
wide sales and service organization. 


The TRERICE line is a complete line. Each TRERICE 
temperature control installation is set up to meet the specific 
requirements of the user, insuring uniform product quality 
at the lowest cost. 


If your operation involves cadmium, chromium, copper, 
nickel, tin or zinc plating; anodizing, bonderizing, cleaning, 
pickling or rinsing, it will pay you to have a “Trerice Man” 
explain how temperature control can. 

reduce your costs. 


G APPLICATION OF 


LLATION SHOWIN ERATING 


0400 INDICATING SELF-OP 
GULATOR 


TYPICAL INSTA 
TRERICE NO. 9 
TEMPERATURE RE 


TY 
UNIFORM pRODUCT QuAtl 


Precise ‘4 
e 
gy eeoetirts LOWER COSTS 
ror-Tibis 


Send Today for Bulletin 803—TRERICE TEMPERA- 


TURE CONTROLS for the Metal Finishing Industries * 


H. 0. TRERICE CO. 1424 W. Lafayette Bivd., Detroit 16, Mich, 
Factory representatives in principal cities of U.S. and Canada ~ | 
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ANODIZING SODIUM 
T 
ae | NEUTRALIZING poiancricidds ANION 


100 ppm CrO, TANK pH = 8.3 EXCHANGER 


























CAUSTIC (NaOH) T REGENERATION EFFLUENT 








il SODIUM CHROMATE 











PURE CrO, CATION PURE H,0 CATION 


EXCHANGER EXCHANGER 
RETURN TO RETURN 


ANODIZING 
TANKS 




















RECOVERY OF CHROMIC ACID 
FROM ANODIZING RINSE WATER 


The block diagram above indicates one method of 
using ionXchange to save money, in the plating rooms 
of a large automobile plant, by recovering the chromic 
acid from the rinse tanks of anodizing operations. 
The cost of equipment was much less than the cost of 
a disposal plant, and the savings through recovery 
were substantial enough to make the investment a very 
profitable one. 


REMOVAL OF ALUMINUM 
FROM ANODIZING BATH 


A secondary purpose for one part of the same install- 
ation was the removal of aluminum from the anodizing 
baths. When the concentration of aluminum in any 
anodizing tank rose to nearly 1 g. per liter, that tank 
was cycled through the cation exchanger and the 
aluminum removed, thus saving over $250 a week 
compared with partial dumping. For details on this and 
many other money-saving applications of ILLCO-WAY 
tonXchange, write us or consult your Illinois Water 
Treatment Company representative. 





ILLINOIS WATER TREATMENT CO. 


840 CEDAR ST., ROCKFORD, ILLINOIS 


ion Xchange 


NEW YORK OFFICE: 141 E. 44TH ST., NEW YORK 17, N.Y. 
CANADIAN DIST. PUMPS & SOFTENERS, LTD. LONDON, ONT. 
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HEIL LEAD ANODES 


AVAILABLE IN THE MOST COMPLETE 
RANGES OF SIZES AND STYLES 






HOMOGENEOUS BONDED HOOKS — The 
bond of the copper alloy hook to the FLAT 














lead stock, performed by skilled lead- 


burners, provides good permanent con- 


SAWTOOTH 











tact assuring maximum current flow and 
efficiency. The special bonding technique 


is incorporated with all styles of stand- 
SUPER SAWTOOTH 
ard hooks. 








VIRGIN METAL — The virgin metal used 
in all Heil Lead Anodes provides maxi- 


mum service life and eliminates solution 





contamination and irregular premature 


attack possible as the result of impuri- 





ties normally present in resmelted metals. 
CROSS-SECTIONS OF STANDARD ANODES 


ASSURED MAXIMUM CHROME PLATING BENEFITS 


@ FLAT 
®@ ROUND 








® SAWTOOTH 
@ HERRINGBONE 







@ SPECIAL SHAPES 


CONFORMING TO YOUR 
EXACT REQUIREMENTS 





FOR FURTHER INFORMATION OR LITERATURE, WRITE: 


CHEMICAL - pegoF 


LININGS - TANKS 
HEATERS 


12901 EI ad A © Cleveland 11, Ohio 
PLASTICS mwoo venve Vv is ; 
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Another fine product made finer... 















with the PARAMOUNT 
‘Finishing Touch’’ 


“Fine finishes are essential to the sales success of ou 
products,” says L. E. Mason Co., leading manufac 
turer of quality gifts. “To highlight the coppe 
plated and oxidized finish of the coasters, we depen: 
on Paramount Felt Bobs. We get the precise colo 
we want with no ‘ragged highlighted ends’ and 
without destroying contrast between the oxidized 
backgrounds and highlights. Your bobs give good 
cut, good life while producing the fine finishes we 
demand.” 


Wherever fine finishes count, successful firms use 
Paramount Wheels and Bobs. Join the leaders - 
specify Paramount. Call your supply house. 


Felt Wheels, 
Bobs, Sheet Felt 


Bacon Felt Co. 
431 West Water St., Taunton, Mass. 
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Khodium 


ELECTROPLATING SOLUTIONS 







Technological knowledge acquired through many years 
of experience, plus special processes and equipment, 


aa x assure the high quality of our Rhodium Plating Solutions. 
Consult our staff, without 


Recommended for contact surfaces af switches, wave- 
guide parts and other electrical applications; can be 
specific plating problems. applied in extremely heavy deposits, where required, 
up to 100 miligrams per square inch. 


, obligation, about your 








Rhodium plating provides the advantages of whiteness, 
lustre and corrosion resistance of a precious metal. 


SIGMUND COHN MFG. CO., INC. 


PI Re eC ae tm mete Peciolists in the Unusual... SINCE 1901 
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Get the results 





you want from Wyandotte’s 
Barrel-Finishing Compounds 





BURNEK 22~— Minimum running time gives 


exceptionally brilliant luster to brass, copper, 
nickel, silver and gold. Low cost, uniform results. 


® 

ALTREX_— For quick cleaning, cut-down, de- 
burring of steel, aluminum, brass, die castings. An 
economical, all-purpose de-burring compound. 


BURNEK 452— Nonfoaming, free-rinsing 


combination cleaner-burnisher for steel, stainless 


steel; quickly develops high luster. 


BURNISHING COMPOUND 321—Non- 


toxic brightening agent easily removes light tar- 
nish; excellent for zinc, brass, copper, bronze, steel, 


stainless steel, gold. 


A.E.— Powdered acid compound for brightening 
steel, stainless steel, brass, copper. Removes scale, 
rust, tarnish, spot-weld marks, flux from brazing 


operations. 





Wyandotte’s barrel-finishing compounds. 


BARREL FINISHING can be an especially eco- 


nomical way of finishing parts when you use one of 


You see, Wyandotte produces de-burring and bur- 



















nishing compounds to cover all phases of your finishing 
operations. Each of these products has been tested, 
proven in operation; each will lower your over-all 


costs through low use-costs. 


Whatever your finishing problem—from paper clips 
to zine die castings—there’s a Wyandotte product to 
solve it—efficiently, economically. Why not 
call your Wyandotte representative today. 
Wyandotte Chemicals Corporation, Wyan- 
dotte, Michigan. Also Los Nietos, California. 


Offices in principal cities. 
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J. B. FORD DIVISION 
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The best in chemical products for metal finishing 
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PLATERS... DO”? Bier 


here’s a sure way 


to cut operating costs! | finishing 


Install AMERICAN 
TEMPERATURE 
REGULATORS ““ | 


Eliminate cloudy or rough deposits. Control 
deposit stress. Reduce rejects and consequent 
expensive reworking. Maintain constant color 


in alloy plating. Prevent breakdown of the 6 Use Pentrate’ 
as 8 @ 


solution. Maintain full throwing power. Stop (4 























uW — oa 









































overheating. Save steam. the finest black oxide available at low cost 
All these advantages can be yours. Equip your with trouble-free operation. Produces jet 
metal finishing tanks with self-operated, auto- f 

matic American Temperature Regulators. Tem- black finish on all steel, regardless of com- 


peratures are constantly maintained within 


: doe osition or hardness. 
required limits. You can be sure of continuously P 


uniform, high-quality plating—no rejects. Where ee > ee 

high-production conveyorized equipment is used, 

peak performance of the machinery is achieved. Write for literature, send samples for 
American Temperature Regulators are available treatment or give us your problems — our 


with an accurate temperature indicator as pic- 


tured here. Your men can tell immediately that laboratory staff is available to help solve 


required temperatures are being maintained. them. 

They can easily see and quickly reset the regu- 

lator when changing from one type of operation A new folder describing the full line of } 
to another. ‘ ; 


black oxide finishes, chromate finishes, 





American Temperature Regulators are easy to } ‘ : 
select, install and maintain. No compressed air cleaners, oils, and strippers is yours for 
or electricity needed. Temperature adjustment the asking. 

and repeat setting take but a few seconds. Sizes: 
1%” to 1140”. Temperature Ranges: 90/180° F. or 
135/225° F. standard. System: Bulb and line of 
temperature system are covered with solution- 
resistant plastic, assuring long service life. Valve: 


Bronze body, single seated, with renewable stain- ; | b 
less steel seat and disc. Screwed union ends. e aA t a t h 
Write for complete details. c oO e p cP 6 a # t oO re 


& A product of Ez Springfield 1, Mass. 
Pe MANNING, MAXWELL & MOORE, INC. | or 701 North Sangamon Street, Chicago 22, Illinois 














INDUSTRIAL STRATFORD, CONNECTICUT 

INSTRUMENTS | 34 Years of Service to the 
foe YOUR INDUSTRIAL SUPPLY DISTRIBUTOR is as close | ° ee 
Ml! as your telephone. Call him for experienced | Heat Treating and Metal Finishing Industry 








counsel, money-saving service and prompt | 
delivery from local stocks. 
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BUFFING COMPOUND 


4 
* 


| Here’s why “LIQUISPRAY” saves you money over bar 


compounds 


e Increase operator efficiency 


e Abrasives will not settle 
e No clogging of idle guns 


e No crumbling or nubbins — all the compound goes on the wheel 
e Same regulated quantity applied 
¢ No machine downtime to change bars 


e Compound costs cut up to 50% 





) Here's what “LIQUISPRAY” can mean to you Choice of heavy cut, cut 


e More uniform finish and fewer rejects 


, ; : and color, or color in 
e Tremendous increase in buff life ? 


‘ Here’‘s why you should use “‘LIQUISPRAY” sesarraaiints eeneieee 


e No fire hazard steel grades. 
e All the compound sticks to the wheel 


e Leaves work free of dirt and easy to clean prior to plating 


We invite your inquiry specifying your particular requirements. Trial samples available. 



























Serving 


j , » Industry 
a. 35 Years 


STUTZ 


PORTABLE PLATING BARRELS 


The Stutz Portable Barrel is made in 2 standard sizes 


with cylinders having inside dimensions of 6” x 12” 
and 8” x 18”, I.D., and smaller upon application. 
Standard openings are 3/32”. Smaller or larger open 
ing can be furnished as required. 

Baskets in perforated metals or wire mesh. 
Load-Unload Stand for convenient and fast handling 
of work load. 


Write for Catalog and Prices 


THE ST UTZ company 


4430 CARROLL AVE. CHICAGO 24, ILL. 
“Complete Metal Finishing Equipment & Supplies” 
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THE BRIGHT COPPER PROCESS 


& JELCO COP-BRITE Non-Critical 


Boosts Production 


e Increases plating production tremen- Cuts Rejects 


dously 


— Also available 
JELCO Works in regular copper solution Can be used 
BRASS Additive Requires only ONE additive, Cop-Brite in both still and 


and 


Offers greatest economy barrel plating 


BARREL 
low make-up, low replenishment solutions 


NICKEL 
Brightener Uses the same ONE additive, Cop-Brite. 
for both Still and Barrel Solutions 








e Write for 
complete 


A Proven Process eee U se ~d succes sfully information 


by both manufacturers and job platers 


le 


For the “Solution to your Plating ° 1 C 0 
Problems”... Come to FINISHING EQUIPMENT CORP. 


153 EAST 26th STREET ¢ NEW YORK 10, N. Y. 
Telephone: LExington 2-3055 
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THE 
MASTERS’ ELECTRO-PLATING ASSOCIATION 


of NEW YORK, INC. 


59 EAST FOURTH STREET 
NEW YORK 3, NEW YORK 


BOOKS FOR YOUR 
PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING 
AND ELECTROFORMING 
REVISED THIRD EDITION 
$7.00 PER COPY 
® 


METALLIZING NON-CONDUCTORS 
$2.00 PER COPY 
. 
DICTIONARY OF METAL FINISHING 
CHEMICALS 
$3.00 PER COPY 
e 


1957 METAL FINISHING 
GUIDEBOOK-DIRECTORY 


De Luxe Edition 
$3.50 PER COPY 





PROUDLY ANNOUNCES 


ITS 
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“Formulators of metal cleaning compounds 
prefer Dow Alkali” 


Costs in your metal cleaning operation are directly 
affected by the cleaning agent used. Take into account 
how fast and thoroughly it cleans, as well as the purchase 
cost. If it doesn’t clean with top efficiency, chances are 
your over-all cleaning costs are not as low as they could be. 


Many plants have cut costs substantially by switching to 


products made by formulaturs who use Dow Alkali. The 
reason is simple: Dow Sodium Orthosilicate and Dow 
Caustic Soda deliver the highest alkaline cleaning power 
you can buy for any price. 


Why not give it a try? THE DOW CHEMICAL COMPANY, 
Midland, Michigan, Department AL 608K. 


YOU CAN DEPEND ON 
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SINCE 1896 


For Plating Anodizing Metal Cleaning, 
Pickling, Acid Dipping, Drying and 
Related Operations 
FULLY AUTOMATIC SEMI AUTOMATIC 
MANUALLY OPERATED 


~ 


PLATING BARREL APPARATUS 
STILL TANK PLATING EQUIPMENT 
VARIABLE SPEED PLATING APPARATUS 
AUTOMATIC CLEANING & PLATING UNITS 
CONTINUOUS ACID TREATMENT EQUIPMENT 
MECHANICAL CLEANING APPARATUS 
MOTOR GENERATORS - RECTIFIERS 
DRYERS, ETC. 


~~ 


U. S. GALVANIZING & PLATING 
EQUIPMENT CORPORATION 


Incorporated 1896 
31 Heyward St., Brooklyn 11, N. Y., U.S.A. 
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Sisal-Flex and Tufta-Flex 
Contour Buffs 
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For fast, heavy-duty cutting on hard metal having con- 
toured surfaces, choose flexible, strong, long-wearing new 
SISAL-FLEX Buffs! Overlapped SISAL-FLEX construc- 
tion means cool running, no streaking, unusual pliancy. 
Check these features: 


Best grade sisal is bias cut, then bound in top grade bias- 
cut cotton cloth . . . never frays, never scratches! 
Each buffing pad has extra fold . . . gives more buffing 
face, carries more compound on circumference and lead- 
ing edges. 
Ventilated steel center, in 5”, 7” and 9” dia. sizes. Note 
extra row of stitching around center. 

. Four rows of stitching, for strength, longer wear. 

. Also available with triple sewn buffing pads. Both types 
come in standard sizes from 12 to 18 inches in diameter. 


4 ROWS OF STRONG STITCHING 


. 






ff 
TOP QUALITY BIAS-CUT SISAL 
GREATER COMPOUND RETENTION 


BEST GRADE COTTON COVER 
3 


EXTRA FOLD FOR MORE BUFF FACE, 


Hing 


For fast, lighter cutting on contoured work where the final 
finish must be smoother, choose strong, unusually flexible, 
long-wearing new TUFTA-FLEX Buffs! Overlapped 
TUFTA-FLEX construction means no streaking, positive 
cutting, cool operation. Look for these special features: 


Each buff pad made of strong 86/93 cotton—bias cut to 
prevent fraying, increase wear. , 

* Two rows of stitching—super flexible! Extra row of stitch- 
ing around center. 
Double fold provides greater cutting face, extra com- 
pound-holding capacity. 
Ventilated steel center has rugged clamping teeth for 
safety. 

» Available in standard sizes from 12 to 18 inches in 
diameter. 


EXTRA FOLD MEANS GREATER BUFF FACE, 
GREATER COMPOUND RETENTION 


2 ROWS OF STITCHING 
FOR EXTRA FLEXIBILITY 





BEST GRADE BIAS-CUT 
COTTON CLOTH 


RED-E-TO-USE FACE FOR 
EASY COMPOUND APPLICATION 





Discover how new SISAL-FLEX and TUFTA-FLEX Buffs can mean savings in 


your buffing room! Write today for more information and prices. Hanson-Van 
Winkle-Munning Company, Matawan, New Jersey. Offices in principal cities. 
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ence in every phase of plating and 
polishing — of a complete equipment, 
process and supply line for every need. 
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ULTRASONICS 


Only a year or two ago, agitation by means of high frequency vibrations was 
practically a laboratory curiosity in the metal finishing field, an unfamiliar term 
to most platers, and able to boast only a handful of commercial applications, 
mainly in cleaning and degreasing tiny precision parts which lent themselves to 
the small scale of the available equipment. Since these first applications were 
publicized, favorable reception and widespread interest have resulted in inten- 
sive efforts to develop equipment of greater capacity, and it is not unlikely that, 
in the near future, operation in fairly large tanks will be practicable with this 
technique. 


The scope of this new metal finishing tool is enormous and the surface has 
barely been scratched, figuratively speaking. In alkaline cleaners and solvent 
degreasers, the removal of packed-in buffing compounds and soil is nothing short 
of amazing. Even complete assemblies and major subassemblies have been 
cleaned as a result of the ability of the sonic energy to penetrate into blind holes 
and all kinds of crevices and corners. As an aid to pickling and scale removal, 











acid action is greatly enhanced, flux, mill scale and corrosion being literally 

-" 4 exploded from the surface with resultant saving of time and acid, reduction of 

le, q attack on the basis metal, and possible minimizing of hydrogen embrittlement. 

- It is in electrodeposition processes, however, that virgin territory lies open 

S: for exploration. It has already been verified that, as would be expected from 

to consideration of the fundamental principles involved, gas pitting can be com- 

pletely eliminated and extremely high current densities employed without burn- 

h- ing, thus obviating agitators and anti-pit chemicals. We once saw a demonstration 

: in which an ordinary large steel washer, still coated with its film of oil and scale, 

“ was directly immersed in a standard cold nickel plating solution and plated at 

or F 300 amperes per square foot. This, of course, is not a point which would endear 

: a salesman to a plater who has enough trouble already keeping his solution 

in 4 free from contamination, but it will serve as an indication of the possibilities of 
: ultrasonics. 

G The scientists who have been engaged in this development, however, are not 

metal finishers. Their work has been along the lines of improving the ultrasonic 

power generators and the transducers which are capable of converting electrical 

to sound energy. Both titanate and nickel transducers are employed in commer- 

cial equipment and, although their relative merits are presently a subject of 

7 some controversy, this is a matter of no serious concern to the finisher. Of greater 


importance is the necessity for the inventive minds in our own industry to ferret 
e out the possible applications in plating. We have been handed a very promising 
y tool and it is now up to us to put it to use. 
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By Lester F, Spencer, Consultant, West Allis, Wis. 


Introduction 


ZINCE the advent of World War Il, which empha- 
sized the importance of proper cleaning procedures 
to meet a specification, industrial cleaning has de- 
veloped into a science. In addition, increasingly severe 
specifications for quality manufactured articles, as 
exemplified in obtaining adequate bonding charac- 
teristics for those industrial finishes as galvanizing, 
tinning, painting, japanning, enameling and _ electro- 
plating, necessitate a thoroughly planned and closely 
controlled cleaning schedule. 

The three essential factors that should be con- 
sidered in any cleaning operation would be the 
cleansing agent, the method of procedure, and the 
equipment. A fourth factor, which is an integral part 
of a cleaning operation, is that of labor. In recent 
years there has been considerable investigations of 
new cleaning procedures, which have resulted in the 
development of many new detergent materials derived 
from new synthetic techniques. Concurrently with the 
development of these new detergents, mechanical de- 
vices and cleaning systems have been developed for 
either batch or continuous processing in the removal 
of soil. At the present time, fully automatic equipment 
is available for almost any job on any production 
scale. It has been stated that 95 per cent of every 
cleaning dollar goes for both labor and overhead. 
Although this ratio may vary in individual cases, it 
can be stated that labor is the single largest item of 
expense in a cleaning cycle. Thus, the selection of 
both a method and equipment which will permit 
operating labor to a minimum is a necessity in keeping 
costs to a minimum, 


Basic Concepts 
=) 


is governed by (a) those factors that affect the selec- 
tion of the cleaning material; (b) by those factors 


The solution of any cleaning or related problem 


that affect the selection of the cleaning method; and, 
(c) those factors that affect the selection of the clean- 
ing equipment. 

The selection of the cleaning material is primarily 
influenced by the nature of the “soil” or dirt that 
should be removed. As the term is commonly used, 
soil may mean a great number of things; it may mean 
oil or grease, metal chips, abrasive particles, smut, 


All illustrations courtesy Magnus Chemical Corp., Garwood, 









Proper Cleaning Methods Pay Dividends 
















































































rust, drawing compounds, carbon deposits. charred 
lubricant or quenching oil, shop dirt, flux deposits, 
or, salts that adhere to a part in the operations of 
hardening and tempering. It is futile to dream of any 
one “do all” chemical that would completely remove 
all types of soil, whether they are of animal. vegetable, 
or mineral origin. 

Closely allied factors would be both the adhesion 
and the abundance of this soil. Thus, soil may exist 
as a thin film or as a thick layer; the thin film may 
require but a light duty cleaner, whereas a heavy 
layer of soil or a soil of complexity may require the 
installation of multi-stage cleaning operations. It is 
true that the part design will simplify cleaning opera- 
tions: a smooth surfaced, simple design can be cleaned 
much more easily than one that may be hollow, drilled, 
seamed, engraved or embossed; the latter design will 
tend to pick up a larger dirt load and usually hold 
it more tenaciously. Soil adhesion will also govern the 
selection of a cleaning material in that a loose soil 
may only require a light duty cleaner, whereas a tight 
soil will require a heavy duty penetrating and _ sus- 
pending agent. 

Another factor that would affect the selection of the 
cleaning material would be the comparative chemical 
activity of the parts to be cleaned. Thus. steel parts 
are not attacked by strong alkaline solutions, whereas 
items that are produced from aluminum, brass, tin, 
lead or zine metals will require the use of buffered or 
inhibited chemicals which will remove the dirt without 
chemically attacking the basis metal. On composite 
assemblies, which may contain more than one material. 
the cleaning cycle will be governed by the chemical 
activity of the more susceptible metal. 

The selection of the cleaning material will depend 
on the “quality” factor, i.e., whether a “chemically 
clean” or only a “physically clean” surface is required: 
whether the work should come from a cleaning opera- 
tion wet or dry. or, coated for rust protection or with 
a phosphate or chromate conversion film for paint 
bonding. The term “physically clean” may have a 
variety of meanings. It may mean mere removal of 
metal chips and oil: it may mean that the parts must 
be sufficiently clean to pass inspection: or, it may 
mean that the parts are so clean that wiping with a 
clean cloth will show no smudge. Thus, in many in- 
stances, the degree of cleanliness will depend largely 
on both the material to be cleaned and the operations 
that follow the cleaning operation. However, the term 
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Fig. 1. pH range of industrial cleaners. Alkaline range is shown 
at usual working concentrations. 


“chemically clean” has no variation in its meaning. 
\s would be expected, each of the above will require 
a different cleaning method. 


Those factors that influence the selection of the 
cleaning method will also be dependent upon the 
factors mentioned above: the nature, abundance and 
the adhesion of the soil. However, of greater im- 
portance would be the physical aspects of the work; 
its size and shape, and fragility. In addition, any 
preconceived ideas as to whether the work is to be 
cleaned on an individual basis, be racked on fixtures 
in fixed multiples, or handled in bulk quantities. will 
determine whether a spray or a dip operation will be 
the more effective. As to size, small parts can usually 
be handled quite economically in batches; the parts 
are placed in baskets and dipped into a cleaning 
solution. Large parts are usually handled more eco 
nomically on an individual basis with either a dip or 
spray type cleaning cycle depending again on design 
of component parts. Work pieces that are fragile, or 
machine parts that are highly finished, would not be 
handled in bulk or tumbled. 


The factors of production requirements, available 
floor space, and the “tie-in” of the cleaning cycle with 
other operations within a flow sheet, are major con- 
siderations in the selection of equipment. Production 
requirements will govern both the size of the equip- 
ment and the economics of conveyorizing the work. 
The available floor space will pre-determine equip- 
ment design: i.e., whether work flow will be either 
it will be-a direct flow through the equipment. or, 
equipped with “U” turns. The possibility of conveyor- 
izing several operations which either precede or follow 
the cleaning cycle should be investigated thoroughly 
to obtain the obvious advantages in the reduction 
of labor costs. Thus, an effective tie-in may be realized 
with such operations as pickling, conversion coating, 
painting, baking. or heat treatment operations. Other 
factors that may be mentioned, which will affect the 
choice of equipment to some extent, would include 
the availability vs. requirements of utilities, the versa- 
tility of equipment to permit the cleaning of different 
work materials at different times, and plant safety 
along with the degree of personnel hazards connected 
with the use of solvents. 


Selection of a Cleaning Material 


In general, detergent action is a result of a series 
of physical processes, although it is performed with 
materials classed as chemical. A cleaning operation 
FINISHING. 
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would consist of (a) a wetting of the surface and the 
penetration of the dirt by the cleaning solution; (b) 
an emulsification and dispersion of the soil by a com- 
bined action of the detergent, agitation, and heat; (c) 
the stabilization of the emulsion or dirt suspension 
by a soap film: and. (d) the dilution of the emulsion 
or suspension and its removal by rinsing. 

Obviously. there can be no complete emulsification 
of the soil if the detergent does not have the penetrating 
power to wet the surface thoroughly including the 
interior of the surface pits, microscopic fissures, etc., 

and to both penetrate and soften the adhering for- 
eign matter. The penetration is determined by the de- 
gree of alkalinity of the solution and by the presence 
of a suitable washing colloid as exemplified by a 
material such as a soap or a synthetic detergent. The 
alkaline range of industrial cleaners at the usual work- 
ing concentrations is graphically illustrated in Fig. 1. 

The second stage involves the dispersion of the oil 
or grease and the displacement of the solid particle 
soil from the surface of the part. The contributing 
factors in the disengagement of the soil from the sur- 
face of the part should include a low interfacial ten- 
sion of the solution, the ability of the detergent or 
soap to contact and penetrate the soil, a sufficiently 
high temperature to melt fats and reduce the viscosity 
of the oils and, last but not least. agitation to over- 
come adhesive forces. 

Stabilization of either the emulsion or suspension 
is predicated on an absorption or transfer of the 
cleaner from the solution onto the individual particles 
of soil, resulting in globules of emulsified oil. These 
globules are rendered non-coherent, finely subdivided 
as a suspension and, thus, they are in an easily rinsable 
form. 

The fourth stage involves a resistance to re-solution 
of the adsorbed soil and re-deposition of this soil into 
the surface of the part. Dilution obtained in a rinsing 
operation should not cause the suspended emulsion 
particles to drop out and re-deposit on the surface 
being cleaned, i.e., the solution must be one that on 
dilution will not drop its “dirt load.” 

Cleaning operations are also realized through the 
action of solvents, as exemplified by either petroleum 
or chlorinated solvents. to dissolve oil and grease: or, 
water to dissolve soldering fluxes or tempering salts; 
or, alcohol to dissolve finger stains. In the event that 
oxides. rust, or tarnish are to be removed, chemical 
action is realized by the use of inorganic acids or 
cyanide solutions. 


Selection of a Cleaning Method 


Metal cleaning and related processing is usually 
realized by six general methods of handling the work 
in relation of the cleaning medium, thus: — (a) the 
use of still tanks where the work is given either a 
short dip or an extended soak: (b) the use of electro- 
cleaning tanks, either ordinary or supersonic, which 
is a variation of the first method with the addition 
of a current as the accelerator: (c) the use of washing 
machines in which the work is either sprayed or 
dipped: (d) by the use of a steam gun: (e) by solvent 
vapor condensing: and (e) by abrasion methods with 
grit, shot blasting. or tumbling. The prime methods 
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TABLE 


Compilation of the More Important Cleaning Materials, Their Application and Limitations. 


SOAPS— (soda, potash and amine) 

For—soak tank removal of buffing, coloring and lap- 
ping eompounds. 
washing off sulfurized and chlorinated oils. 
removal of rust preventive compounds. 
ball burnishing and tubbing. 
wire drawing lubricants (including calcium, mag- 
nesium, zinc and aluminum soaps). 
stamping and shape drawing lubricants. 


SYNDETS 

fk or—washing where high rinsibility and non-staining 
are essential. 
augmenting the action of alkaline cleaners. 
wetting and emulsifying. 


ACID CLEANERS 


For—descaling and derusting. 
simultaneously washing and phosphatizing steel. 


bright dipping brass. zinc and aluminum. 
ALKALINE CLEANERS 


For—soak tank cleaning of shop dirts, cutting or 
drawing lubricants, quenching oil, slushing oil. 
etc. 
electrocleaning of metal to be plated. 
spray washing machine cleaning. 
steam gun cleaning. 

All of the above chemicals are made in three grades: 

Light Duty (no free caustic alkali) for use on corrod- 

ible or tarnishable metals. 

Medium Duty. 

Heavy duty (highly alkaline). 


EMULSION AND SOLVENT CLEANERS (Neutral) 


For—removal of soils not susceptible to alkaline clean- 
ing; or on buffed metal tarnishable by alkaline 
cleaning. 
removal of carbonized oils. 
between operation washing to remove chips and 


which are of immediate interest is the question as to: 
Which method is better, dip or spray? 
Fundamentally, any cleaning or related treatment 
using liquid solutions is concerned in placing the 
dirt in contact with the dirt remover for a_pre- 
determined length of time. On the surface, it appears 
that the method employed to obtain this contact is of 
little consequence; thus, either a dip or spray operation 
may be equally satisfactory in all cases, provided that 
the contact is intimate and turbulent in both instances. 
However, this is not a true statement since many 
jobs that can be done efficiently by a spray method 
cannot use a dip method to advantage, and, vice 
versa. Let us consider the spray method of cleaning. 
Until recently, one of the primary reasons for favor- 
ing the spray method of cleaning over other types of 
cleaning equipment was due to the ability to con- 





oil where a light film of anti-rusting oil should 
be left on work. 
use on electrical equipment or on highly finished 
steel as ball bearings and races, where water 
is not permissible. 
OIL OR SOLVENT SOLUBLE DISPERSING AGENT 
For—addition to processing oils or lubricants to make 
them self-emulsifying when brought into contact 
with water. 
use in petroleum solvents as “safety solvent” or 
kerosene, to improve their detergency, and to 
make them self-emulsifying when exposed to 
water rinse. 


DIPHASE CLEANERS (forming unstable water emul- 
sions) 

For—removal of polishing, buffing and coloring com- 
pounds from metal surfaces. 

STRIPPERS 

For—alkaline stripping of finishes from steel. 
solvent stripping (in tank under a water seal) 
of finishes from any metal. 
stripping large equipment (machinery, etc.) with 
non-flammable viscous liquid which is subse- 
quently rinsable by steam or water jet. May be 
used on any metal. 


DEBURRING AND BURNISHING COMPOUNDS 

For—cutting down and deburring metal parts. 
burnishing meta! parts to high luster. 

RUST PROTECTIVE COMPOUNDS 

For—in process protection of steel parts by dip in 
dilute aqueous solution. 
displacing water film and forming protective 
imperceptible waxy film on cleaned metal. 
giving heavy film of permanently rust protective 
oil. 

WATER WASH 

For—water curtains in paint spray booth. 


veyorize this type of equipment. Furthermore, spec- 
tacular pumps and powerful jets were quite impressive 
at a time when dipping in terms of buckets or tanks 
was a standard practice. However, due to the advent 
of conveyorized dip installations in which both inti- 
mate and turbulent contact is maintained, the ques- 
tion of dip versus spray equipment is considerably 
simplified with the sole consideration being the 
type of cleaning job to be accomplished. It must be 
remembered that the function of any washing machine 
is to ease and speed the action of the chemical addition 
and to eliminate hand Jabor. 

The four job analyses, indicated in Fig. 2, will 
indicate the advisability of the spray method to per- 
form a satisfaciory job. In the event that small parts 
are loaded in a basket, as exemplified by Fig. 2a, even 
an excessive spray pressure will be nullified upon con- 
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Fig. 2. Typical job analyses on the basis of spray method. 


tact with the outside surface of the basket: this will 
prevent penetration to the center. This is definitely not 
a spray job since efficiency of operation will never 
be realized. Another example where a spray job is 
not advisable is that illustrated in Fig. 2b. No matter 


cleaned. This is also true of sheet metal parts (Fig. 
2d) that can be individually handled and sprayed from 
two sides simultaneously. 

As has been mentioned previously, both intimate 
contact and turbulent contact between the cleaning 
material and the soil that covers the work are of 
prime importance for efficient cleaning. Intimate con- 
tact can be best established. in most instances, by using 
a dip method of cleaning: the solution surrounding 
every portion of the work. To realize turbulancy, the 
spray method has the advantage over the dip method 
provided the latter method is in a static condition. 
However, this obvious disadvantage can be easily 
remedied by the use of some form of agitation and. 
thus. the two factors of intimate and turbulent contact 
can then be incorporated in a dip method. In addi- 
tion, this method can also be conveyorized to use to 
advantage the lower labor costs which characterizes 
this method. With this in mind, the question will 
resolve into: “To obtain turbulance. is it better 
to agitate the solution around the work, or, to agitate 




































































how many nozzles are used, how wisely they are the work in the solution?” This question can be best 
located. or the amount of pressure used, the cleaning answered by considering the examples given in Fig. 3. 
$ ° ° ° _ vs y. . 
i solution will not reach hidden areas and recesses of Thus, Fig. 3a exemplifies the use of air to create 
3 . . . . . . . . . . . 
J this intricate casting. However, typical jobs where a turbulent action in a cleaning solution. Air bubbles 
: spray technique can be used with high efficiency is will cool the solution, provide little circulation within 
illustrated in Figs. 2c and 2d. Thus, shallow draw the recesses of the part and will actively combine with 
pieces, flatware, and castings of simplified design those ingredients within the cleaner which will pro- 
properly positioned for correct drainage can be spray mote a cleaning action. The combination of these fac- 
COMPRESSED AIR | Piconvection CURRENTS PROPELLERS 
blown through solution created by heat agitating the solution 
cally aa ~—aar s— 4 a ———— 
— — —— —4 
. i a ee “ »\0d 
= . . P ‘ . P| | . =a 
—, Fey. = u i 
; - . . . ° . e . —y O NS ra O 
A a. Air bubbles cannot clean. They cool ; . b F 
t the solution. Air evaporates active in- b. Very slow motion of solution. Dirt c. Solution only flows around work— 
i gredients of chemicals. No circulation remains trapped in intricacies. Can only not inside. Presents mechanical diffi- 
i in recesses. apply to heated solutions. culties due to stuffing box leakages. 











SOLVENT VAPORS 
condensed over the work 





BLASTING THE SOLUTION 
around the work 





SPRAYING THE SOLUTION 
over the work 






































4 d. Only light oil and grease are re- f. Sprays cannot reach interior of 
: moved. No action on solid dirt. No e. Stuffing box leakages. Dirt redepos- work. Only outer surfaces of work are 





“shearing action.” Very high cleaning its on the work. Ineffective method on 


t cleaned. Dirt in recesses remains 
cost. recessed portions and basketed parts. 


trapped. Pressure impact immediately 
nullified on outside of work. 




















4 Fig. 3. Typical job analyses on the basis of method 
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TABLE 2 — Tentative Classification of Equipment for Metal Cleaning 





c ‘leaning Method 





General aanciatnet tie | 
Treatment “ahead Agitation 
Spray | 
Drs None | 
Tons None | Mechanical agitation of S 
the cleaning medium 
——— ee ~ — - —_— ——-— 8 - = 
None 
Dip ee 
Wet | | Mechanical agitation of 
Treatment | the work 
With epee. Seer ai: 
Solutions 
Poa Bile sae : 
| Spray | Agitation of the solution 
| 
| | 
| Spray | 
aoa — 
| & Dip | Agitation of both the 
| Com- work and the solution 
| bined 
Wet | Dip None | 
Treatment ——— |= 
With Pee 
Vapors Spray Agitation of the solution 
Electro- ‘ 
<i Dip None 


Cleaning 


Servicing 


By Hand 


By: Conve ey or 


By Hand 


| 


| 
| 


Equipment Design 


“Se raping - - Filing - Brushing 


- Grinding - Sand or Shot Blasting, — 
Tumbling 


By Hand 





Scraping - Brushing - Wiping 
Hot Dip Tanks (a) 


Special Dipping Equipment 


Dip Machines 
_ Tumbling Machines (b)_ 














Semi-automatic 


_ Special Equipment 








: Fully-automatic — 


By Hand 


Fully-automatic 


Automatic 


~ Conveyorized Equipment 


High Pressure Liquid Cleaner (c) 
Hydro Air Washer Gun 

Spray Tanks 

_ Spray Cabinets 





~ Belt Conveyor Equipment 
Overhead Conveyor Equipment 
Turntable Machines 





Revolving Drum Washers 





A atic ae: tee 

nena Special Equipment 
By Hand Vapor Degreasers : hase 
“Automatic | Vapor Degreasers 


Vapor and Spray Degreasers 
Vapor Steam Cleaners 


By Hand 


Vapor and Spray Degreasers 


Electro-cleaning 
Supersonic Cleaning (d) 


By Hand 





NOTES — (a) Hot Dip Tanks may be equipped with some means of agitation of the solution. 


(b) Tumbling barrels are generally 


used with a solution - 


- some are used without. 


(c) High pressure liquid cleaning machines are sometimes used in combination with a 
compressed air system blasting solid shot over the parts. 

(d) Supersonic cleaning is new on the market and its applications seem to be limited to 
high precision light duty cleaning on very small parts. 


tors will provide very low cleaning efficiency and, 
therefore it is not a recommended method. Fig. 2b 
illustrates the loading of small parts in a basket with 
the solution in constant motion. The difficulty of this 
cleaning method is that the soil will remain trapped 
and create an inefficient cleaning cycle. However, when 
it can be applied, heated solutions are recommended. 
The cleaning of a casting in which the solution is agi- 
tated by means of propellers, as exemplified in Fig. 
3c, is also not recommended. Thus, the solution will 
flow around the work and, due to the barriers created 
by the work-piece, the solution in the interior of the 
part will remain quiescent. In addition, this design 
will present mechanical difficulties in that box leakage 
may occur. 

The use of solvent vapors which condense over the 
work, as exemplified in Fig. 3d, will remove only 
light oils; grease will remain and the comparative 
action on solid soil particles will practically be nil. 
In addition, cleaning costs are usually high. The 
method of agitating the solution around a work-piece, 


as illustrated in Fig. 3e, by means of a bottom pro- 
peller will also result in mechanical difficulties in that 
the tank may develop leaks. Due to the intricacy of 
the casting, dirt removal in recessed areas will be 
ineffective. Even in the event that basket parts are 
used, as indicated in Fig. 3d, the interior areas of the 
work load will not be reached. Spraying the solution, 
as in Fig. 3f, cannot reach the interior of basketed 
parts. The outer surfaces of the work will be cleaned 
efficiently; however, soil within the inner recesses will 
remain. Pressure impact of the spray will be nullified 
upon contact with the outside surfaces on the basket. 


As indicated above, the six conventional methods 
in which the solution is moved around the work are not 
completely satisfactory. This leaves but one other 
avenue of approach in which the batch type method 
can be used effectively; that would consist of moving 
the work within the solution. 


Due to the different types of cleaning machines 


that are available, it is quite difficult to establish 
an accurate and logical classification system. In ad- 
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lition, a classification system may be quite confusing 
vecause of the difficulty to clearly discriminate between 
ieighboring types. However, with the limitations of 
iny classification system as stated above, a tentative 
system is given in Table 2; this is based on the merits 
of a method and those optional features such as type 
f conveyor, method of heating, etc. have been 
neglected. A few words can be given on the most 
widely used equipment types. 

Where speed is not essential, a standard hot dip 
tank is a satisfactory answer to batch cleaning. Im- 
mersion heaters provide convection currents which aid 
in the circulation of the liquid around the parts being 
cleaned. Mechanical agitation of the work within the 
solution permits both an intimate and turbulent con- 
tact so important to efficient cleaning. 

Such equipment is individually operated and is 
serviced manually for loading and unloading the 
work to be processed. However, by far the most satis- 
factory installation whenever applicable, is the con- 
veyorized multiple unit where operations can be 
grouped conveniently. Thus, in accordance to a flow 
sheet. such operations as pre-wash, wash, rinse, phos- 
phatize. rinse, dry, etc., can be performed as a 
line function. In addition, these individual operations, 
each corresponding to one stage of a complete treat- 
ment, can be automatically serviced by means of a 
powered conveyor system with the result that dirty 
work is loaded on one end of the system and comes 
out entirely finished at the other end without any 
intermediate labor costs other than that used for 
loading and unloading. 

Washing machines, that are fully conveyorized along 
with mechanical agitation of the solution, use spray 
nozzles and circulating pumps. A combined dip and 
spray washing machine, can serve exceptionally well 
for difficult cleaning jobs in that the advantages of both 
methods can be incorporated. 


Conclusion 


Knowing the composition of the soil that should 
be removed, a selection of the proper chemical can be 
made by referring to Table 1; this chemical should be 
chosen with a view of the properties of the metal to 
be cleaned, particularly the relative chemical activity, 
since corrosion of the base metal should be avoided. 


The next step is to determine the effect of such factors 
as concentration of the chemical, temperature, and 
exposure time on the efficiency of cleaning. Exposure 
time is of extreme importance; a broad definition 
being the correct length of time during which the 
chemical must be in contact with the soil to effect 
complete removal. Light soil may be removed in a 
matter of seconds, whereas heavy soils, encrusted de- 
posits, etc., may need minutes, or even hours of ex- 
posure. 

The selection of an efficient method for cleaning is 
largely governed by the design of the parts, the man- 
ner in which these items will be handled and also by 
those considerations of fragility, existing surface fin- 
ish, production required and cleaner chosen. The latter 
factor is of importance since quite a number of 
cleaner types cannot be adequately sprayed. On a prac- 
tical basis, the choice of method would be limited 
between a dip and a spray method; the distinction 
between the two is mainly capital investment. 

However, the pre-requiste of efficient cleaning. ir- 
respective of method employed, is an intimate and 
turbulent contact between the soil and the cleaning 
solution. With the spray method, both of these pre- 
requisites exists at the point of impact of the spray 
but not any further. With the dip method the intimacy 
of the contact is insured and, in this respect, it is a 
much better method than the spray procedure. The 
more intimate the contact, the more thorough the 
cleaning: the more turbulent the contact, the faster the 
action. 

The selection of the equipment is usually governed 
by the production requirements. If the production 
justifies the use of a conveyor system, the essential 
consider is the optimum conveyer speed necessary 
to deliver the output. If batch type equipment is 
advisable, the batch capacity should first be deter- 
mined and then the number of batches to be handled 
per hour to satisfy the desired production. 

There is no substitute for experience and, where 
cleaning problems are to be solved, it is recommended 
that a reputable supplier of either cleaners or equip- 
ment or both be consulted. Such a supplier will have 
a vast amount of experience obtained in previous in- 
stallations which will be of benefit to any specific prob- 
lem that may be confronted. 





Our June issue, which will contain the program 
of the American Electroplaters’ Society’s Annual 
Convention in Montreal, June 17-20, will also have 
the first complete Directory of where to buy metal 
finishing equipment, processes and supplies in Can- 
ada. All Canadian firms for whom we have informa- 
tion—branch plants of American firms, distributors, 
jobbers, and individual representatives—will be 
listed with their address, telephone number, and a 
brief summary of their line of products or services. 
In the case of branch plants, distributors and job- 
bers. the names of the American or Canadian firms 
which they represent will also be given. In addi- 
tion, there will be a Directory by products showing 
the sources of supply, and a cross reference Direc- 
tory of American firms selling in Canada, listing 
their Canadian outlets. Information for this Direc- 
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tory is now being compiled. Firms or individuals 
interested in being listed should contact us, if they 
have not already done so. 

A reprint of this information will be made up as 
a small booklet to be distributed at the Convention 
of the American Electroplaters’ Society and will be 
available at the Sheraton-Mt. Royal Hotel. Addi- 
tional copies will be available without charge from 
our office. 

An announcement concerning a tentative program 
of the A.E.S. Convention will be published in our 
May issue. Present plans call for technical sessions, 
plant visitations, the M.F.S.A. Open House, an out- 
ing and luncheon in the Laurentian, annual meet- 
ing and banquet. G. R. Davidson of Canadian Han- 
son & Van Winkle Ltd., 260 Guizot West, Monireal, 
Quebec, is general chairman. 
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Coatings for Protection of 
Electroplating Equipment 


By Michael Perez, Technical Sales Engineer, Metal & Thermit Corp 


| Reteceangengen electroplating demands effective 
coating to protect equipment from the solutions 
used. Using the right coating not only cuts costs of 
replacing equipment, but provides other economies in 
operation. The right coating: 

Saves metals and plating solutions by preventing 
plating of the racks. 

Permits uniform quality, eliminating shading or 
burning of the work by confining current to the 
parts being plated. 

Permits use of simple rack designs and _ plating 
fixtures. 

Conserves power. 

Reduces the cost of maintenance by simplifying 
repairs to coatings. 

Tanks, racks, and other equipment used in electro- 
plating require protective coatings that can stand up 
under the most severe conditions: immersion in dilute 
and concentrated acids: alkaline solutions at or near 
the boiling point; hot and cold water rinses: metal 
stripping solutions; anodizing solutions: powerful 
oxidizing solutions, such as chromium plating baths or 
bright dips for copper and brass; and hot concentrated 
plating solutions. Coatings are expected to resist at- 
tack by these solutions without any contamination of 
the plating bath. 

The coatings must also maintain toughness and resil- 
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ency over the temperature range of the plating and 
cleaning baths. And they must stand up under normal 
abrasion while in use. 

Finally, coatings should be easy to apply. using tech- 
niques and equipment readily available. and _ they 
should be easy to repair when damaged. 


Coatings Available 


Four types of coatings are currently used to protect 
electroplating equipment: 

1. Tapes and rubber sheeting or strips. 

2. Hot dip coatings such as waxes. 

3. Solvent type coatings (dissolved synthetic re- 

sins). 

1. Plastisols (paste dispersion resin coatings). 

Tapes and rubber are not used for protection of fre- 
quently-used equipment or where conditions are very 
severe because they do not stand up and are costly to 
replace. 

Wax CoaTINGs: 

Hot-dip or hot-melt waxes are usually used as tem- 
porary coatings for protection from certain acids and 
plating solutions. They are particularly useful as stop- 
off coatings, limiting plating to specific areas of a part. 

Waxes are economical; they must be reclaimed and 
used over again. Properly compounded waxes will de- 
posit a heavy film in just a few 
coats and will insulate sharp 
edges very well. 

Wax application is compara- 
tively easy. The object to be 
coated is cleaned in a hot alka- 
line cleaner or an organic sol- 
vent, and thoroughly dried. The 
wax is usually kept in a steel 
vessel, electrically heated and 
thermostatically controlled. The 
temperature control should be 
accurate to within 25 or 30 de- 


This large electroplating rack is dipped 
into plastisol tank at room tempera- 
ture. 

















P1000 GALLON DIP TANK, OVERHEAD BRIDGE CRANES AND 27 FOOT OVEN. 
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Development of spray techniques and 
compounds have made it possible to 
-oat very large electroplating tanks 
with plastisols. Techniques employ 
standard spraying equipment. 


erees F, The temperature of the 
wax depends on the particular 
compound employed — 220° to 
250°F. and 360° to 390°F. are 
common. In general, the higher 
the temperature of application, 
the higher the temperature of 
decomposition of the resulting 
coating. 

After the object has been 
cleaned, it is dipped in the hot 
wax and allowed to remain im- 
mersed long enough to reach 
the temperature of the wax. This immersion period 
may vary from one to five minutes. The work is then 





é mie. 


withdrawn from the wax and allowed to cool in air for 
a few minutes. A thin adherent film of wax should have 
deposited on the metal. Two or three additional dip 
coats are then applied. The same procedure is used, 
except that the object must be immersed and with- 
drawn quickly. 

The wax coating may be easily removed either by 
scraping or by dipping the object in the hot melt. If 
removed by re-dipping, the coating must be dry and 
free from contamination. The thin film remaining after 
this re-immersion can be removed either by vapor de- 
greasing or by the use of a solvent. 

Wax compounds are stable and are not affected by 
repeated use. They can be contaminated, however. by 
certain acids, plating salts, or other impurities. These 
impurities result in the formation of lumps. If the 
lumps become objectionable. the contaminated wax 
must be discarded. 

\dequate ventilation should be supplied when dip- 
ping in hot wax. Fumes from the hot melt are toxic if 
inhaled repeatedly. Condensation of fumes on the skin 
may cause inflammation. Workmen should wear gloves 
or use protective skin creams when involved in wax 
coating operations. 


SOLVENT-TyPE COATINGS: 


Solvent-type coatings (dissolved synthetic resins) 
were the first permanent rack coatings. Basically vinyls. 
these coatings are applied by dipping. brushing, or 
spraying. Dipping is the usual method used for racks, 
while brushing and spraying are used for tanks and 
objects too big to dip. 

Solvents do not require baking at elevated tempera- 
tures, are easily repaired and can be removed simply 
when they have worn thin. However, they require mul- 
tiple dip or spray applications. This is a limiting factor 
because the method is so time consuming. 

Since these coatings are solutions, they deposit rela- 
tively thin films. Usually, eight to twelve dips are re- 
quired before sufficient film thickness is obtained. Air- 
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drying or force-drying is required between coats. 
Force-drying is almost always used after the final coat. 
Then the object is cured at room temperature (usually 
overnight) before being placed in service. 


LACQUERS SPECIAL SOLVENT-TyPE COATINGS: 


Lacquers, like wax:s, are used as stop-off coatings. 
Lacquers consist of synthetic resins of the same family 
as the solvent-type rack coatings discussed above. Dip- 
ping, spraying, and brushing are all employed as appli- 
cation techniques. 

Lacquers are fast-drying — only 10-15 minutes need 
be allowed for drying between coats and only 15-20 
minutes after the final coat before immersing the rack 
in the plating solution. 

Lacquers adhere very well to clean metal surfaces. 
yet they are easy to remove by soaking in an organi 
solvent or by peeling. They are tough, flexible. and 
chemically-resistant. They may be trimmed easily with 
a knife. Lacquers will not permit solutions to seep 
underneath and attack the metal from behind the coat- 
ing. 

Usually, three or four coats of lacquers are applied. 
except on sharp edges. Here, an additional two or three 
coats may be required. 

Lacquers afford protection from all types of plating 
solutions. Some lacquers are especially compounded for 
use in copper cyanide solutions and in anodizing cy- 
cles. Others are resistant to vapor degreasing, for a lim- 
ited time. 


PLASTISOLS: 


Paste dispersion resin materials have been used 
most extensively in recent years, replacing all other 
types of coatings in some shops. These dispersions are 
well known as “plastisols” or “plastic alloys.” 

A plastisol consists of solid particles of resin dis- 
persed in a liquid medium. Plastisols provide seamless 
linings of any desired thickness. They are not restricted 
in application by complex shape of objects to be coat- 
ed. 

Plastisol properties comprise: toughness, electrical 

















resistance, elasticity, impact resistance, abrasion resis- 
tance, chemical resistance, fungus resistance, acoustical 
(sound-deadening) properties, and ease of application. 

The chemical resistance characteristics of the vinyl 
chloride resins in plastisols produced by the half-dozen 
existing suppliers are almost identical. Chemical resis- 
tance properties of plastisols can be varied, however, 
by changing the ratio of resin to plasticizer, and by us- 
ing different plasticizers or blends of plasticizers. Since 
several hundred different plasticizers can be used, it’s 
possible to formulate a plastisol to meet almost any 
conditions. 


Application Methods 


Plastisols can be applied in many different ways 
knife roller troweling, 
caulking, flow-on, dipping and spraying. Hot and cold 


molding, coating, coating, 
dipping have been the most common methods, but 
compounds and techniques recently introduced have 


made spraying practical and economical. 


Hot Dip CoaTING: 


Thick coatings can be applied by cold dipping. By 
heating the metal first. coatings up to 14-inch can be 
applied in one dip. Several factors influence the thick- 
ness of hot-dipped coatings: 

|. Temperature of the metal. The higher the tem- 
perature, the thicker the coating. Controlling the tem- 
perature of the metal is the easiest way to control 
coating thickness. 

2. Immersion time. The longer the object is im- 

mersed in the plastisol, the thicker the coating. 
3. Mass and shape of the object. If the mass of the 
object is great in comparison to surface area, more 
heat will be released, increasing the thickness of the 
coating. 

1. Temperature of the plastisol. The higher the tem- 
perature, the thicker the coating. The temperature must 





A new plastisol compound permits spraying plastisol coatings on 
cold vertical surfaces in thicknesses up to 60 mils in one applica- 
tion without sagging. 





Plastisols are oven-baked at 350 degrees F. for about 20 minutes. 
Resins and plasticizers fuse to form solid, resilient coating that will 
resist harsh corrosive and abrasive conditions. 


be held fairly constant as thickness of the coating may 
vary one mil per degree difference in temperature. 

5. The specific heat of the particular metal to be 
coated. Thicker films are deposited on metals that ab- 
sorb a great amount of heat. 


SPRAY APPLICATION: 


Plastisol applications are no longer limited by ob- 
jects too big to dip. Sprayable plastisols that can de- 
posit thick coatings in one application, without pre- 
heating or risk of sagging on vertical surfaces, have 
been developed recently. Spray coatings up to 60 mils 
can be deposited in one application. 

Electrostatic spraying with plastisols is also a new 
development which will make application easier. 


Curing Plastisol Coatings 


However applied, plastisols are heated at 350 to 365 
degrees F. for a short period after application. The 
resin dissolves in the plasticizer and the homogeneous 
compound solidifies into a tough, resilient plastic film. 
Radiant heat can fuse or cure thin coatings in a few 
seconds, but the usual practice is to oven-bake for 20 
minutes after heat of the metal has reached 350 de- 
grees F. This insures that fusing occurs throughout the 
plastisol — which is a good heat insulator — and that 
there is good adhesion between metal and plastisol. 

Plastisols, which are used for both temporary and 
permanent coatings, require primers for permanent ad- 
hesion to metals. Primers usually consist of a blend of 
resins. 

Potential uses of sprayable plastisols are virtually 
unlimited. Plastisols are now used in electroplating 
shops for coating conveyor hooks, baskets. tool han- 
dles, tanks and anode hooks, as well as plating racks. 
Plating room exhaust systems lined with this coating 
have already provided years of trouble-free service. 

Although applying plastisol coating requires no un- 
usual equipinent or specialized knowledge. this work 
is being done most in the shops of applicators who 
specialize in tank fabrication and lining. 
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Detection of Chemical Protective Films 





on Aluminum and Aluminum Alloys 


By A. J. Raffalovich and . Firestone, Signal Corps Engineering Laboratories, Fort Monmouth, N. J. 


TEST method has been devised for detecting the 
£% presence or absence of chemical films on alum- 
inum and aluminum alloys. It is required that alum- 
inum parts and components used in military equip- 
ments be surface treated’ but the determination of the 
presence or absence of these surface coatings is often 
difficult. Treatments specified for use on aluminum are 
either the anodic treatments or those that qualify under 
Specification MIL-C-5541, titled “Chemical Films for 
Aluminum and Aluminum Alloys.” These films are 
utilized for their corrosion preventive properties and 
also because they form an excellent paint base. The 
test procedure specified in inspection manuals~* for 
chemical films on aluminum is mainly visual, with the 
exception of the test for anodically produced coatings. 
Since anodically produced coatings exhibit high electri- 
cal resistivity they can be readily detected by means 
of an ohmmeter. 

Chemical surface treatments produce films varying 
in color from clear to dark brown. The films which are 
light in color make positive visual identification of 
their presence or absence almost impossible. If the 
chemical film is used as a paint base, its detection is 
even more difficult than when used as a final finish. To 
detect a chemical film beneath organic coatings. the 
coatings are removed by solvent application and mild 
abrasion with cheesecloth. This is continued until a 
spot or area is free of paint and primer. The light, or 
pale colors produced on aluminum by certain treat- 
ments are often masked by the reflected colors of the 
organic coatings during the inspection procedure. The 
visual test for detecting chemical films is, therefore. 
unsatisfactory. 

TABLE I 
Stannic Chloride Drop Test on 


Untreated Aluminum 


Time (sec) 
for Initiation 


Time (sec) for 
appearance of 


Alloy of Reaciion black spot 
3003 (3S) 2 15 
2024( 24S) ] 10 
Alclad 2024( 24S) 7 20 


9052(52S) ——______ 1 ‘ 











TABLE Il 


Stannic Chloride Drop Test on 
Chemically Treated Aluminum 


Chemical Films Time (sec) for Initiation of Reaction 


ilclad 
3003038) 2024(248) 2024(248) (5052(528) 


Chromate A 50 30 30 60 
Chromate B y 5 70 45 20 
Chromate C 15 25 60 25 
Phosphate D fb 60 70 15 
Phosphate E 15 la 15 35 
Phosphate F 85 15 15 50 
Oxide* 79 90) 90 75 


*NoTE: This chemical film is not to be confused with 
coatings produced electrochemically by anodizing. 
Anodized aluminum was found to be inert to the stan- 
nic chloride test solution. 


Test Method 


Seven surface treatments that have been approved 
under Specification MIL-C-5541 were used in this in- 
vestigation. These included three chromate types, three 
phosphate types and one chemical oxide type. The 
oxide type is a film produced by a chemical dip and is 
not to be confused with coatings produced electro- 
chemically, such as anodizing. A number of surface 
treatments that had failed to qualify under the specifi- 
cation were also used. Each of the above surface treat- 
ments was applied to four alloys which are considered 
to be representative samples of aluminum presently 
used. These alloys are 3003(3S), 2024(24S). Alclad 
2024( 24S) and 5052(52S). 

A drop of 2 normal aqueous solutions of stannic 
chloride is placed on a solvent cleaned aluminum sur- 
face. If no chemical film is present, there is a violent 
reaction within 1-7 seconds. A black spot is formed on 
the metallic surface within 20 seconds. This is illus- 
trated in Table I. If a drop of the reagent is placed on 
a MIL-C-5541 treated aluminum surface, there is no 
reaction for at least 20 seconds. This is illustrated in 
Table II. The time to form a black spot on the treated 
metallic surface is over | minute. The time for the ini- 
tiation of a reaction on those films produced by treat- 

(Continued on page 67) 

































By Lloyd 0. Gilbert, Rock Island Arsenal, Rock Island, Ill. 


Abstract 


METHOD for the determination of nitrate and 

nitrite in phosphating solutions was developed in 
order to provide a rapid, accurate method for control 
of nitrates in baths producing high quality phosphate 
coatings. Commonly used volumetric methods have 
proven to be too time consuming and inaccurate for 
use in routine testing and control work. Most of these 
procedures were indirect and required considerable 
manipulative ability on the part of the chemist or 
technician making the determination. 

The widespread use of nitrates as accelerating agents 
in phosphating solutions has, for some time, presented 
a problem to both the phosphate coating research tech- 
nician and to industrial metal phosphating process con- 
trol chemists. A method for colorimetric determination 
of nitrates providing both speed and accuracy has been 
developed using a modified brown ring test procedure. 


Introduction 


|. The age-old qualitative test for nitrate, known as 
the “brown ring test,” is familiar even to high school 
chemistry students. This qualitative test for nitrate is 
conducted by mixing the solution suspected of contain- 
ing nitrate with a freshly prepared concentrated fer- 
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ANALYSIS OF PHOSPHATING SOLUTIONS 


Colorimetric Determination of Nitrate 


rous sulfate solution in a test tube. Concentrated sul- 
furic acid is then carefully poured into the test tube in 
such a way as to run down the inside of the tube and 
collect on the bottom without mixing with the solution. 
A brown ring forms between the heavy sulfuric acid 
and the lighter solution (containing the nitrate) float- 
ing on top. In the reaction the sulfuric acid presumably 
liberates nitric acid, this is reduced by a portion of the 
ferrous sulfate to nitric oxide in accordance with the 
following reaction: 
6FeSO, + 3H.SO, -+- 2HNO, = 3Fe.(SO,) 3 + 
2NO + 4H.0 
The nitric oxide combines with ferrous sulfate to form 
a complex compound sometimes assigned the formula 
FeSO, xNO. 
FeSO, + (NO), = Fe(NO),SO,* 
The complex is reasonably stable and the color spreads 
throughout the solution when the layers are allowed to 
mix. With slight modification the test has been adopted 
to accurate colorimetric estimation of nitrate and/or 
nitrite content of phosphating solutions. 


Procedure 


\ 10 gram portion of C.P. sodium nitrate was dis- 
solved in distilled water and diluted to approximately 
1 liter. A 5 ml. portion was pipetted into a 50 ml. 
beaker and exactly 1 ml. of 10° solution of ferrous 
sulfate (FeSO,7H2O) was added. Ten milliliters of 
concentrated sulfuric acid were then pipetted into the 
sample and ferrous sulfate solutions. After thorough 
mixing. the reddish-violet colored solution was allowed 
to cool and a spectral transmission curve was prepared 
for wavelengths from 350 to 775 millimicrons (see Fig. 
1). A Model 11A Coleman Universal Spectrophoto- 
meter was used with a Coleman pe 4 cell filter. A wave- 
length of 520 millimicrons was selected for the trans- 


mittance-concentration measurements, Fig. 1. A series 


* According to Treadwell & Hall (Analytical Chemistry: John 
Wiley & Sons, Inc., Vol. I, page 418) the nitric oxide combines 
with the ferric sulfate produced in the reaction and forms a 
complex compound having the formula Fe,(SO,),-4NO. 
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of 13 standards was prepared by weighing out care- 
fully dried C.P. potassium nitrate and preparing solu- 
tions containing the equivalent of from 0 to 5.8 ¢. of 
NOs; per 200 ml. Dilutions were prepared representing 
from 0 to 2.9°% NOs: based upon an initial 2.97 solu- 
tion concentration. A five milliliter aliquot of each of 
these solutions was pipetted into a 50 ml. beaker. One 
milliliter of a 10° solution of ferrous sulfate was then 
pipetted into the beaker. Ten milliliters of concentrated 
sulfuric acid were then allowed to run into the beaker 
from a pipette. Upon mixing, a reddish-brown to violet 
color developed. The heat generated by the addition of 
the sulfuric acid does not adversely affect the develop- 
ment or stability of the color. The colored solution was 
then transferred to a 19 mm. cylindrical cuvette and, 
using distilled water in the comparison cell. the trans- 
mittance was determined at a wavelength of 520 milli- 
microns. When the percent transmittance was plotted 
as the ordinate and the concentration in percent as the 
abscissa. a straight line was obtained, thus indicating 
conformance with Beer’s law in the concentration range 
investigated (see Fig. 2). A direct adaptation of the 
technique to phosphating solution analysis was then 
investigated. The procedure was found to be complete- 
ly satisfactory without alteration and is carried out as 
follows. 


Nitrate in Phosphating Solution 


Pipette 5 ml. of phosphating solution into a 200 ml. 
volumetric flask. Dilute to the mark and mix thorough- 
ly. Carefully pipette a 5 ml. aliquot of the diluted solu- 
tion into a 50 ml. beaker. Add exactly one ml. of 10% 
ferrous sulfate solution using a pipette. Then allow 
exactly 5 ml. of concentrated sulfuric acid to run slow- 
ly into the beaker from a pipette. Mix well and obtain 
transmittance at 520 millimicron wavelength. using 
distilled water in the comparison cell. Determine per- 
cent nitrate (as NO;) from the standard transmittance- 
concentration curve. 


Notes on Procedure 


(1) If desired, the 10°. ferrous sulfate solution 
and the sulfuric acid may be combined. Only 10 ml. 
of the resulting mixture need then be used, but a new 
standard transmittance-concentration curve should be 
prepared. 
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(2) If. on mixing the reagents with the phosphat- 
ing solution. the color forms and then disappears, the 
concentration of nitrate in the original sample is too 
high. A greater dilution of the original sample may be 
made. 

(3) Concentrated sulfuric acid must be used in the 
determination. The color will not develop if dilute acid 
is used. 

(4) Volumes of the sample. ferrous sulfate and sul- 
furic acid are critical and all measurements must be of 
pipette accuracy. For example. if a 10 ml. portion of 
diluted solution sample is used instead of 5 ml. the 
color will develop momentarily and then disappear. 
Addition of water to the solution after the color has 
been developed will cause the color to disappear. Care 
must be used to avoid use of wet beakers or cuvettes. 

(5) The stability of the developed color was deter- 
mined by making transmittance readings on a group 
of solutions of varying nitrate concentration daily for 
ten days. No perceptible fading was observed provid- 
ing that the solutions were protected from absorption 
of atmospheric moisture. 

(6) The order of addition of the ferrous sulfate. 
sulfuric acid and sample produced no observed effect 
on reproducibility of results. However. where nitrite 
accelerated solutions are to be tested. the order of addi- 
tion should be: (1) ferrous sulfate. (2) sulfuric acid. 
(3) sample solution. The sample solution should be 
added with a fine tip pipette held under the surface of 
the sulfuric acid to prevent loss of sample due to spat- 


tering. 





DETECTION OF CHEMICAL FILMS 


(Continued from page 65) 


ments that failed to quality under Specification MIL-C- 
5541 is very close to that of untreated aluminum. This 
may be fortuitous. The time to form a black spot on 
the surface is approximately 20 seconds. 

The same spot test is used to detect a treatment when 
used as a paint base. The paint is removed as described 
above. The abrasive action of the cheesecloth should 
be as gentle as possible. Any harsh abrasive action may 
remove the chemical film from the aluminum surface. 
If there is any doubt, due to abrasion. as to the pres- 
ence of a chemical film beneath a paint coating, it is 
recommended that a drop of the test solution be placed 
over a line scratched on the aluminum. If the scratch 
and surrounding area react after approximately the 
same length of time or within a few seconds lag, the 
chemical film is absent. 

This test procedure is not recommended to differen- 
tiate between a specification approved finish and one 
that is not. 

This test procedure is not recommended to differen- 
tiate between a specification approved finish and one 
that is not. 

References 
1. Specification MIL-F-14072 (SigC), “Finishes for Ground 
Signal Equipment.” 
Raffalovich, Aubrey J. “Inspection Kit for Finishes,” Tech 
nical Memorandum M-1379, Signal Corps Engineering 
Laboratories, Fort Monmouth, N. J. (June 22, 1951). 
3. TB SIG 234, “Inspection Kit MK-97/U (Metals and Fin- 
ishes) “Department of the Army and Air Force (July 21, 
1952). 
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By S. Wernick, Ph.D., M.Sc., F.R.I.C and R. Pinner, B.Sc. 


N Great Britain a somewhat different process has 

been used for the successful plating of aluminum 
articles on a commercial basis for more than 20 years. 
The process has been particularly applied in the finish- 
ing of hollowware, and the immense amount of chro- 
mium plated ware of this kind on sale is direct evidence 
of the successful nature of the process. Yet, until very 
recently, little or nothing appeared in the technical lit- 
erature relating to this well-tried and, indeed in many 
quarters, well-known technique. One of the first ac- 
counts of the process was given in 1950 by R. Fyfe.’ 
A very useful statement on the process together with a 
full description was given by A. Wallbank in 1952.° 
and an interesting publication on the practical aspects 
of plating aluminum hollowware was presented by R. 
Ore later in the same year.* 

This process has come to be known as the Vogt 
process, after B. Vogt. who developed the technique 
originally at Newcastle-on-Tyne round about the year 
1929. Vogt, however, was not the originator of the 
process, the early work on which was carried out, ac- 
cording to Ore, in Ludenshied, Westphalia, Germany, 
by two German technicians, Loebe and Worster. It 
would appear that some of the pioneer work was also 
carried out by a Dr. Nast, also in Germany. It is not 
known how successful the German workers were in car- 
rying out the process, or, indeed, whether it was used 
on a commercial scale before it was brought to Eng- 
land. There is no doubt, however, that to Vogt belongs 
the credit of having developed the original ideas to the 
point where plating could be carried out confidently 
and successfully on a commercial scale. At the present 
time it is very widely employed and, for this reason, 
it is proposed to dévote the present chapter to an ex- 
amination of the technique in some detail. 

Wallbank, in his paper, underlined the difference 
between the type of zinc deposit obtainable by immer- 
sion as against that produced by electrodeposition, to 
the advantage of the latter method. He pointed out that 
deposition of a film by immersion relies essentially 
upon the single electrode potential of the basis metal. 
Hence, if the latter were uniform it would be possible 
to obtain an even immersion film, but, where there are 
any local variations in the basis metal as a result of 
which two adjacent areas have different electrode po- 
tentials, this must inevitably affect the character and 
thickness of the immersion film. The production of an 
even film is then no longer a certainty and, since in 
commerce few aluminum articles are entirely homogen- 
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eous, the production of a satisfactory immersion film 
cannot be produced with any degree of certainty. Since 
very many articles are constructed from different alum- 
inum alloys which in turn may have been subjected to 
different degrees of cold working and heat treatment. 
this becomes a matter of considerable practical import. 


Again, aluminum articles are frequently associated 
with other metals in their construction, such as steel. 
brass, copper or solder, which would have a deleter- 
ious effect in the production of a uniform zinc coating. 
From the practical viewpoint, when the article is plated 
it is normally wired or racked and this again produces 
a difference of potential between the wire or rack mate- 
rial and the article if, as normally happens, there is a 
difference in composition between the plated metal and 
the wire. 


The Vogt process is characterized by the factor 
which cuts across the difficulties described above. 
namely, the application of an electrodeposited zinc film 
which can be produced with certainty irrespective of 
the composition or construction of the aluminum com- 
ponents, be these cast or wrought, pure or alloyed. 
soldered or riveted. The zinc deposit is uniform but 
too thin to resist chemical attack when it is subjected 
to the normal nickel plating solution, hence the next 
stage in the process is to superimpose a thin deposit 
of brass. 


Another characteristic of the Vogt process is that 
after final plating, say, with nickel, and before chro- 
mium plating, the components are subjected to heat 
treatment. Details of the sequence of operations are 
given below. 


Preparatory Treatment 


The articles are prepared by subjection to the follow- 
ing sequence of five operations, namely: 
(1) Electrolytic clean; 
(2) Rinse; 
(3) Acid etch; 
(4) Rinse; 
(5) Second electrolytic clean 
The first electrolytic cleaning process is carried out 
in a solution having the following composition: 
Caustic soda 
Sodium cyanide 
Sodium carbonate 


4.5 oz./gal. 
Tits 
[a ” 


The conditions of operation are: a line voltage of 
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ibout 7. the work being cathodic; temperature 70°F.: 
veriod of cleaning 3 to 5 minutes. 

The tank containing the solution is of unlined steel 
ind the anodes are of sheet steel. 

{cid etch: The acid etch consists of sulphuric acid 
ind concentrated nitric acid in equal volumes, used at 
room temperature, the time of immersion being of the 
order of 2 to 5 seconds. 

The second electrolytic cleaner is made up as fol- 
lows: 

Caustic soda : 2.25 oz./gal. 
Sodium cyanide 225 ” 
This solution is also used at room temperature and the 
work is made cathode at around 7 volts. The time of 
cleaning ranges between 10 and 30 seconds. 


Initial Plating Sequence 


The next operations consist of: 
(1) Zine plating: 
(2) Brass plating: 
(3) Thorough rinse. 


DEPOSITION OF ZINC: 


Zinc is deposited from a bath of the following com- 
position: 


Zinc chloride 0.08 oz./gal. 
Sodium cyanide 0.08 ” 
Caustic soda }.2 


This bath is operated at room temperature and at a low 
current density of the order of 5 amp./sq. ft. The time 
of plating is normally 20 seconds. The tank set-up is 
normal for zinc plating, i.e., constructed of steel and 
using zinc anodes, which are only kept in the bath 
when plating is carried out. 

When the work is removed from this bath, it should 
normally present a uniform bronze color. If the work 
appears to be darker, e.g., a blue-black appearance, it 
indicates that the plating is in excess of the thickness 
desired. 


DEPOSITION OF Brass: 
The work is then taken directly to a brass plating 
solution of the following composition: 


Copper acetate 


2.0 oz./gal. 


Zinc chloride a * 
Sodium cyanide 5.0 ‘ 
Sodium carbonate . 
Sodium bisulphite 2 * 


The electrolyte is operated at a temperature of be- 
tween 80° and 90° F. at a current density of 7 to 10 
amp./sq. ft. Time of plating is not more than 8 sec- 
onds usually. The anodes used in the solution are of 
70/30 brass sheet. The brass deposit, when the articles 
are taken from the bath, should have a pale yellow 
appearance. 


Nickel Plating 


The components are now ready to receive the nickel 
deposit. When they have been brought out of the brass 
plating solution, they must be very thoroughly rinsed 
and the time between brass and nickel plating needs to 
be reduced to a minimum. According to Wallbank, the 
customary acid dips which are interposed between cy- 
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anide and nickel solutions may not be employed since 
the initial deposits are excessively thin. 

The nickel plating bath is of the following composi- 
tion: 


Nickel sulphate 40 oz. /gal. 
Magnesium sulphate ke 
Sodium chloride 0.75” 
Boric acid ne 


Plating is carried out 10 to 15 amp./sq. ft. at a pH 
of 5.6 and a temperature of 115°F. The solution is air 
agitated and continuously filtered. The anode area 
should be approximately three times that of the 
cathode. 


Heat Treatment 


When the articles have been adequately nickel plated 
they are baked for half an hour at a temperature of 
150°F. This heat treatment procedure is in itself an 
excellent quality test of the quality of the deposit. 
Good quality plating will be found to be entirely 
blister-free after baking and may be nickel finished 
and chromium plated without difficulty or the produc- 
tion of a non-adherent finish. On the other hand, if the 
deposit has not been correctly applied it will blister 
during the baking operation. 


It is claimed for the process that practically all types 
of aluminum alloy may be nickel-chromium plated, em- 
ploying the sequence as described with little or no 
modification. The only exceptions are alloys which con- 
tain magnesium in excess of 3 per cent; such material 
may need special care and attention to produce plating 
of adequate quality. 


Ore’s Variation on the Vogt Process 


Considerable experience in the application of the 
Vogt process has been gained during the last two 
decades and a very interesting commentary on the proc- 
ess, as described above, has been published recently by 
B. Ore.* Ore’s experience is based on the production of 
aluminum teapots at the rate of 200 per hour. Articles 
of this type are either pressed or spun and are first pol- 
ished or buffed without difficulty, although heavier 
gauges and castings, etc., require to be felt and emery 
bobbed and buffed: after the latter treatment they are 
usually degreased in trichlorethylene and then “col- 
ored,” using dry lime. It is considered highly advisable 
to prepare only that amount of work which can be 
dealt with in the plating shop during the same day. 
Work which is left overnight is likely to produce a 
greater percentage of rejects due to adhesion troubles. 


Ore’s sequence of operations is similar to those de- 
scribed by Wallbank but there are certain significant 
differences. The preparatory sequence prior to zinc 
plating is as follows: 

(1) Electrolytic clean; (2) Rinse: (3) Acid etch; 
(4) Rinse; (5) Acid etch; (6) Rinse. 

The first electrolytic cleaner is similar to that de- 
scribed above, i.e., composed of a caustic soda, sodium 
cyanide and sodium carbonate. Ore prefers a rather 
higher temperature, i.e., about 150°F., the work being 
cathodic for a much shorter time—only 30 seconds in- 
stead of 3 to 5 minutes. 
























































The first acid etch. instead of being sulphuric acid- 
nitric acid mixture consists of 5 per cent by volume 
hydrofluoric acid. This is used at room temperature 
and the articles are immersed for 5 seconds. 

The second etch consists of a 50 per cent by volume 
nitric acid solution. This is also employed at room 
temperatute and the time of immersion is about the 


same, i.e.. 5 seconds. 
Plating Sequence in Ore’s Variation 

The sequence of operations thereafter is as follows: 

(1) Zine plate: 

(2) Rinse: 

(3) Brass plate: 

(4) Rinse: 

(5) Neutralize: 

(6) Nickel plate. ete. 

The zine plating solution again differs from that 
noted above. the metal content being higher while, in 
addition to zinc chloride, sodium cyanide and caustic 
soda. a small amount of ammonia is added. The com- 
position is as follows: 


Zinc chloride 0.4 oz./gal. 


Potassium cyanide 0.2 
Caustic soda 4.0 
Ammonia (0.880) 0.055 pint /gal. 


The conditions of operation are room temperature: 
about 3 volts; plating period of only 3 to 4 seconds. 

he uses the tank, 
which is of welded iron, as the anode side of the cir- 


Ore does not employ zinc anodes 


cuit. 

Entry of the components into the zine plating bath 
should close the plating circuit and thus eliminate any 
possibility of producing an immersion film of zinc. 

The brass plating solution also differs somewhat 
from that given earlier and is made up as follows: 


Copper acetate 1.6 oz./gal. 


Zinc chloride 2.24 
Sodium carbonate 1.6 
Sodium bisulphite 2.54 
Potassium cyanide 6.8 
Magnesium chloride 0.32 


Conditions of operation are room temperature: a cur- 
rent density of about 10 amp./sq. ft. and a plating 
time as little as 2\seconds. Anodes are of 70/30 brass 
sheet, or may consist of separate copper and zinc 
anodes, the copper area being approximately about 
twice that of the zinc. The deposit obtained in this man- 
ner is a dirty yellowish brown and, in fact, looks quite 
unattractive. 


It will be seen that the main difference in the use of 
this solution is that the zinc/copper ratio is higher, 
whereas the time of plating is considerably less. 

The process then makes a very marked departure 
from that described earlier in that an acid neutralizer 
is employed as an intermediate step before nickel plat- 
ing. This consists of a 10 per cent tartaric acid solution 
operated at room temperature and requiring an immer- 
sion time of about 5 seconds. 











The nickel plating solution favored by Ore there- 
after is as follows: 


Nickel sulphate 


16.0 oz. gal. 


Sodium sulphate 2.4 
Boric acid 1.6 
Citric acid 0.4 
Sodium citrate 2.4 


Conditions of operation are as follows: Temperature 
100°F.; current density 10 to 20 amp./sq. ft.; time 20 
minutes: pH 5.6; air agitated: continuous filtration. 

However, despite these differences, it would appear 
that a nickel electrolyte of special formulation is really 
not essential to successful operation of the process. 
Probably any good Watts-type nickel solution would be 
adequate for the purpose. 

With regard to the brass plating solution, most of 
the proprietary brands on the market also appear to 
be used with equal success. 


Heat Treatment 


Considerable emphasis is laid by Ore on the heat- 
treatment processes which need to be applied to the 
components not only after the nickel plating stage but 
also after chromium plating. 


Heat TREATMENT AFTER CHROMIUM PLATING 

The deposit is considered to be not fully adherent 
immediately after it has been nickel plated and, to pro- 
duce the desired degree of adhesion, the components 
are now removed from the racks and placed on iron 
trays. In so doing, hollowware should be so arranged 
that any vapor which rises from the work during heat 
treatment may escape, since otherwise local breakdown 
of the deposit is likely to result. 

Apparently iron is favored as the only suitable metal 
for trays, since, for example, when trays were made of 
aluminum, blistering tended to occur wherever the 
nickel plating touched the aluminum. 

Heat treatment is applied within a temperature range 
of 400° to 500°F. The precise temperature and also the 
time are said to be dependent not only on the thickness 
of the aluminum sheet or casting but even on the shape 
of the article. A very practical method of determining 
when the articles have been adequately heated consists 
in sprinkling some fine sawdust, preferably boxwood. 
both on the trays and between the articles. Heat treat- 
ment may be taken as complete as soon as the sawdust 
turns to a coffee-brown color. This may appear to be a 
rudimentary method but, since it has been used for 
very many years with consistently good results, it ob- 
viously has considerable merit. 

The articles appear to be quite dull when they have 
been heat treated and this somewhat drastic process un- 
doubtedly shows up the good quality plating from the 
bad. If the nickel plating has not been properly applied, 
the work will usually show blistering. 

No doubt the heat treatment results in a degree of 
diffusion of the various deposits, zinc and brass, into 
the aluminum and a corresponding bonding of the 
nickel deposit to the diffused layer. 


Heat TREATMENT AFTER CHROMIUM PLATING: 

After the articles have been suitable colored they are 
chromium plated in the normal manner and then again 
heat treated in a slow oven maintained at between 350° 
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Fig. 1 





and 400°F. for some five minutes. Thereafter they are 


chrome “finished” and the latter operation is consid- 
ered to be essential even though the deposit may not 
appear to require a finishing operation. If this is not 
done, experience has shown that the chromium plating 
will not be adequately protected. 

A picture of a plant layout advocated by Ore is 
shown in Fig. 1, and the sequence of operations in this 
plant, which will produce some 200 chromium plated 
aluminum teapots per hour, is as follows: 








(1) Clean: (9) Brass plate: 

: (2) Rinse: (10) Double rinse: 

(3) Hydrofluoric acid (11) Tartaric acid dip: 

dip: (12) Nickel plate: 

(4) Rinse; (13) Cold rinse: 
(5) Nitric acid dip: (14) Hot-water dry-off: 
(6) Double rinse: (15) Remove from rack 
(7) Zine plate: and bake. 
(8) Rinse: 





The work circulates as indicated by the arrows and 
the plant shown is actually operated by three workpeo- 
ple. The first worker looks after the first six operations, 
operator No. 2 proceeds to zinc and brass plate. while 
operator No. 3 is engaged in the nickel plating process. 


i It is believed that the process described above is very 
{ largely one which has been used in a selected number 


of British plants devoted to the plating of aluminum. 
The process is undoubtedly a tried one and has been 
found to be entirely reliable if carried out strictly in 
accordance with the procedure which has been indi- 
cated. It may accordingly be confidently recommended 
for the particular purposes mentioned. It appears to be 
a very suitable process for operation particularly on a 
small to moderate scale. 


The B.N.F. Modification 


Although the Vogt process has the practical advan- 








tages listed it has also one or two obvious disadvan- 





tages. The first is the baking treatment which is expen- 
sive in that it requires individual handling and the 
additional labor of unracking and re-racking for chro- 
mium plating, as it is not possible to use a bright nickel 
deposit on which chromium plating can be carried out 
directly. The baking treatment means also that it is not 
possible to mechanize the sequence by the use of auto- 
matic equipment. The second disadvantage is the fact 
that it is not possible to obtain good adhesion on alum- 
inum alloys containing 3 per cent or more magnesium. 

Recent work by Edwards and Swanson at the British 
Non-Ferrous Metals Research Association? has been 








=) ae 


METAL FINISHING, April, 1957 


directed to overcoming these disadvantages. These au- 
thors set out to combine several of the features of the 
zincate process with the Vogt process. In particular. it 
was found that. if the chemical aluminum surface was 
treated by the normal zincate process and the zin¢ 
deposit subsequently stripped. the adhesion was so far 
improved that baking could be dispensed with. A ten- 
tative explanation of this is the greater uniformity of 
the oxide film found on the aluminum after stripping 
the first zinc coating, resulting in faster deposition and 
a greater number of zine crystals in contact with the 
aluminum. 

The full sequence in this case was: 

|. Trichlorethylene degrease. 

2. Cathodic clean at 7 volts for 5 minutes at room 
temperature in a solution containing sodium hydroxide 
28, sodium cyanide 28, and sodium carbonate 14 g. 1. 

3. Rinse for 5 to 10 seconds. 

1. Immerse for 5 second in a solution of equal vol- 
umes of sulphuric acid and nitric acid at room tem- 
perature. 

5. Rinse 5 to 10 seconds. 

6. Cathodic clean at 7 volts for 30 seconds at room 
temperature in sodium hydroxide 14, sodium cyanide 
14 g./l. solution. 

7. Immerse for 3 minutes in a sodium zincate solu- 
tion containing sodium hydroxide 525, zine oxide 100 
g./l. at room temperature with gentle movement of the 
work. 

8. Rinse. 

9. Strip zine deposit in 50 per cent nitric acid 
vol.). 

10. Rinse. 

ll. Zine plate for 20 seconds from zinc chloride 
0.5, sodium cyanide 0.5, sodium hydroxide 10.5 g./1. 
at 4.5 amp./sq. ft. at room temperature. 

12. Brass plate for 10 seconds from copper acetate 
monohydrate 13, zinc chloride 13, sodium cyanide 31. 
sodium carbonate 7, sodium thiosulphate 13 g./l. at 9 
amp./sq. ft. and 28° to 30°C., using 70/30 brass sheet 
anodes. 

13. Double rinse for 5 to 10 seconds each rinse. 

14. Nickel plate from nickel sulphate 250, magne- 
sium sulphate 10, sodium chloride 47, boric acid 25 
g./l. at 40° to 42°C.. pH 5.5 to 5.7, 12 amp. /sq. ft. for 
one hour with continuous filtration and agitation to 
give 0.0006” nickel: or bright nickel plate. 

15. Rinse. 

16. Dry-off from hot water and polish. or direct 
chromium. 


sood adhe- 


It was possible by this process to obtain g 


sion on alloys containing 3.5 per cent magnesium, while 
a 7 per cent magnesium alloy could be plated provided 
the baking treatment was resorted to after nickel plat- 
ing. 

Since its development. this modified process has 
been used for commercial plating of aluminum hollow- 
ware and has proved very successful. 


References 
l. Fyfe, R. Metal Industry, 77, 300 (1950). 


2. Wallbank, A. J. Electrodepos. Tech. Soc., 28, 209 (1951 
2). 
3. Ore, R. Bull. Inst. Met. Fin., 3, No. 3, 163 (1953). 


41. Edwards. J. and Swanson, C. J. Trans. Inst. Met. Fin., 29, 


190 (1953). 















Science 
for 
Electroplaters 


23. Chemical Surface 
Preparation 


By L. Serota 


Alkaline Cleaning 
| EMOVAL of soil from a metal sur- 


face by alkaline cleaners is at- 


tained by surface displacement, a 
physical method or, in the case of fats 
and some oils, by the formation of a 
water soluble soap resulting from a 
chemical reaction. This chemical 
process of soap formation is called 
saponification. Since soap is a good 
detergent. it will reduce the surface 
tension or interfacial tension of a 
liquid to which it is added, thereby 
aiding in the displacement of soil from 
the metal surface. Greases and oils pre- 
sent will thus be emulsified (oil in 
water emulsion). 

The soap solution will also have a 
suspending action (deflocculation) on 
the solid particles, dispersing them 
through the solution by colloidal ac- 
tion. This process makes it possible 
to remove such soil from the surface 
by mechanical means and prevents re- 
deposition of the soil on the metal sur- 
face. 


Surface-Active Agents 


Soap is the most common member 
of a class of compounds known as 
surface-active agents or surfactants. An 
increasing number of synthetic surface 
agents is available for use in metal 
finishing. The most common of these 
synthetic products may be grouped in 
three major categories: (1) sulfated 
fatty acids (2) fatty acid amides (3) 
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alkyl aryl sulfonates. Although the 
molecular structure of these compounds 
is complex, the essential parts may be 
described as consisting of a portion 
which possesses water soluble or polar 
properties (i.e., strongly attracted to 
water or hydrophilic) and another por- 
tion possessing oil soluble  (hydro- 
phobic) properties. This latter portion 
of the molecule will attach itself to or 
dissolve in oils, fats, waxes, and non- 
polar materials. If the hydrophilic 
(water-soluble) portion of the struc- 
tion is greater, a wetting agent is ob- 
tained; if the two groups are in bal- 
ance it is then classified as a deter- 
gent; if the hydrophobic (oil soluble) 
portion is greater than the hydrophilic 
portion, emulsifying agents, softeners, 
and dispersing agents result. 


These synthetic surface-active agents 
may be classified as anionic, cationic 
and non-ionic. A product is anionic 
or anion active when the main or 
active part of the molecule is con- 
tained in the anion or negative por- 
tion. This group has powerful wet- 
ting properties, is resistant to hard 
water, and exhibits good detergency. 
It is the type most frequently used in 
Fatty alcohol 
sulfates and sulfonated fatty acid esters 
are included in this group. The anion 


cleaning compositions. 


group consists of a long hydrocarbon 
chain possessing oil-soluble (hydro- 
phobic) characteristics, plus a water- 
soluble (hydrophilic) cationic group. 
Soap is called an anionic surface-active 
agent because its surface-active ability 
is attributed to the anionic group of its 
molecule. 

With cationic detergents the surface 
activity is attributed to the cationic 
group of the molecule. The anionic 
portion consists of chloride, bromide 
or iodide ions. They are poor deter- 
gents and are not suitable for use in 
alkaline metal cleaners, since such 
compounds are decomposed by alka- 
lies. j 

Non-ionic synthetic detergents do 
not, of course, ionize. Both hydro- 
phobic and hydrophilic groups are 
present in such molecules and surface 
activity is the resultant of the proper- 
ties of these groups. This type of syn- 
thetic detergent is compatible and can 
be used with either anionic or cationic 
materials. They are excellent emulsi- 
fiers and rapidly remove oils, waxes, 


etc. 


METAL 


Type of Cleaners 
Alkaline cleaners should meet the 
following requirements: 


1. The ingredients should be solu- 
ble, stable, and possess good rinsing 
properties. 

2. The alkalinity should be suit- 
able for the metal to be cleaned. For 
steel, the pH may be above 12: in 
anodic cleaning (in caustic) the iron 
will be attacked at high current densi- 
ties; for copper, brass and related al- 
loys a pH of 10 to 11 is recommended 
to avoid tarnishing; for aluminum, tin, 
zinc, and lead, because these metals 
react with alkalies, a pH range of 9 to 
11 is preferable. The cleaner should be 
buffered to help 
activity. 


maintain constant 


3. The cleaner should possess good 
wetting power. 

1. It should have a high emulsify- 
ing power to break up and disperse 
saponifiable oils and greases. 

5. Dirt particles should be defloc- 
culated and dispersed throughout the 
solution by colloidal action. 

6. An_ inhibitor 
cluded for such metals as aluminum, 
to reduce attack on the metal. 


should be in- 


7. The cleaner should possess water 
softening properties to prevent precipi- 
tation of hard water salts on the metal 
surface. 

8. Cleaners must, of course, have 
a non-irritating effect on the skin and 
should be preferably non-toxic. 

9. They must be economical. 

The materials commonly used in 
alkaline include sodium 
hydroxide (caustic soda); such alka- 
line salts as sodium _ orthosilicate, 
Na,SiO,; sodium metasilicate, NasSiOs: 
sodium carbonate (soda ash), NaoCOs;: 
trisodium phosphate, NagPO,;_ tetra- 
sodium pyrophosphate Na,P.0;; sod- 
ium hexametaphosphate (NaPOs)¢: 
and synthetic organic surface-active 
agents or soaps. Organic chelates are 
also used as complexing agents for 
metal ions. 


cleaners 


The effectiveness of the alkaline salts 
in cleaning is related to the hydro- 
lytic action in aqueous solution. This 
results in a high hydroxyl ion concen- 
tration (alkaline solution) which 
brings the pH of the solution above 7. 
The following equation may be used as 
an example: 


NasPO, ot HOH —_ 
NaoHPO, + NaOH. 


Addition of free alkali will reverse 
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ALKALINITY OF SALtTs Usep 1n ALKALINE CLEANERS FOR METALS 


ml. of 0.1 N 
(Equivalent total Na,O Content) H,SO, 
Weight of tolerated before 
anhydrous salt Original reduction of 
inhydrous Alkaline Salt in 40.0 ml. pH PH below 10 
Sodium hydroxide - er 1.60 grams 13.6 40 
Sodium orthosilicate 2.07 grams 13.3 37 
Sodium metasilicate —.................... 2.83 grams 13.0 36 
Trisodium phosphate . 2.19 grams 12.1 13 
Sodium carbonate .. 2.12 grams 11.4 5 
Tetrasodium pyrophosphate _... 4.46 grams 10.1 0.5 
grams 9.3 0 


Sodium tetraborate —..................... 3.62 


the reaction. so that the pH of the solu- 
tion containing a salt will remain fairly 
constant (buffered). The concentra- 
tion of the specific salt and the tem- 
perature of the solution will determine 
the pH. Such pH values may vary 
from 8 to 11. To obtain a higher pH 
(above 12) the addition of free alkali 
is required, Alkalinity is usually ex- 
pressed in terms of the oxide (Na,O) 
content. J. W. Hensley reported in 
MeraL FinisHine that variations with 
four of the common alkaline salts over 
the range of 0.1 to 1.0 per cent Na,O 
had no appreciable effect on cleaning 
results (with stearic acid), but con- 
centrations above 1 per cent Na,O 
caused a rapid loss of cleaning efli- 
ciency. The results indicate that avail- 
able Na2O rather than molar concen- 
tration is the controlling factor. This 
may also be shown by a study of the 
ability of alkaline salts to maintain 
an alkalinity range upon the addition 
of acidic soil. The table shown above 
indicates the relative quantities of 
0.1 N H.SO, required to reduce the 
pH of the solution for some alkaline 
salts to a value of 10, based on equiva- 
lent total Na»O content. 


It is evident from the data that the 
silicates, which show such pronounced 
resistance to pH changes in addition 
to their ability to stabilize emulsions. 
enhance deflocculation, lower surface 
tension or interfacial tension, and act 
as inhibitors with such metals as alumi- 
num. These properties account for the 
effectiveness and extensive use of these 
salts in alkaline cleaners. Caustic soda, 
however, though maintaining a high 
alkalinity, is not effective because its 
detergent potential is low. The data 
ilso indicate that sodium hydroxide 
should be included in cleaners con- 
taining phosphates or carbonates so 
hat such salts can show a greater 
olerance toward acidic soils. Where 
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silicates are used, the concentration of 
carbonates must be kept low, since the 
silicates are decomposed, producing a 
heavy floc which redeposits on the 
metal surface. 

Alkalies are poor wetting agents. For 
example, water with a surface tension 
of 73 dynes per centimeter will not 
readily wet oils, which have relatively 
low surface tensions. The addition of 
wetting agents, however, to alkaline 
cleaners, lowers the surface tension of 
the solution to that of the oil (con- 
taminant) thereby removing the soil 
rapidly. 





Figure 122. Initial breakup of oil film 
to form drops which float to the 
surface. 


Fig. 122 indicates the initial break- 
ing up of an oil film to form drops 
(globules) which float to the surface. 
This effect results when the oil film 
becomes quite thick. The difference in 
specific gravity between the oil and 
the cleaning solution provides a 
buoyant action with the oil breaking 
away in the form of drops. Fig. 123 
represents the final stage in the re- 
moval by shrinkage of the oil film. 
The flattened globules of oil are readily 
observed. 

Hard water, which contains calcium 
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and magnesium ions (also iron), will 
form insoluble soaps which may de- 
posit on the metal surface. Sodium 
carbonate and phosphates are added as 
water softening agents. Phosphates 
form flocculent calcium or magnesium 
phosphates which are free-rinsing. 
Polyphosphates and chelates act as 
sequestering agents. The concentration 
of the polyvalent metal ions is reduced 
by these polyphosphates and chelates 
with the formation of complex com- 
pounds, thus preventing precipitation 
by soap. The polyphosphate, sodium 


hexametaphosphate, reacts as follows: 
Nao [ Nay (POs) «| + Ca 
a Nas | NaeCa( POs) «| T 2Na 


The sequestering materials also hold 
back floc formation and have a pep- 
tizing (disintegration process) effect 
on dirt. The polyphosphates will change 
to the orthophosphate form (Na,PO,) 
if heated above 160°F. for a_ pro- 
longed period. This change will result 
in a loss of the sequestering property 
of the polyphosphates, so that soap 
precipitations or scums may result in 
the presence of calcium or magnesium 
ions. 





Figure 123. Shrinkage of oil film has 
resulted in formation of adhering 
globules. 


Inhibitors in alkali cleaning provide 
a protective film formed by the re- 
action of the inhibitor with the metal 
(aluminum) or with the oxide sur- 
face. With silicates, a molecular layer 
of hydrated silica may form. Com- 
pounds used as inhibitors may include 
silicates, chromates, phosphates, fluor- 
ides, fluosilicates, or organic materials. 

The use of soap as a wetting agent 
should be avoided in 
tended for aluminum, zinc, etc., since 


cleaners in- 


these metals form insoluble soaps. In 
pressure-spraying with alkaline solu- 
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tions, soaps or other surface active 
agents are objectionable because of 
the tendency to excess foaming. Foam- 
ing may be controlled to some extent 
by introducing anti-foaming agents 
such as silicones or kerosene. The al- 
kaline salt concentration in the pres- 
sure-spraying method is lower. Only 
1-2 oz. gal. is used, and the cleaner 
is changed oftener than in soak clean- 
ing to avoid clogging, 


Soak-Tank Cleaning 


Soak tank cleaning is the most read- 
ily set up and the most feasible pro- 
cedure for small scale operations. Large 
scale operation can be adapted to pres- 
sure-spray cleaning, which includes 
mechanical action. Soak tank cleaning 
depends, to a great extent, upon the 
surface activity of the cleaner and the 
agitation caused by mechanical action, 
owing to the motion of the work in the 
bath, circulating the cleaner, or re- 
peated re-immersion in the cleaning 
solution. Another method for apply- 
ing agitation is to maintain the alka- 
line cleaner at a rolling boil. Soak 
cleaning is more effective than spray 
cleaning for irregularly shaped ob- 
jects, since not all of the surface of 
such pieces is exposed to direct im- 
pingement of the spray. The concen- 
tration of the cleaner ranges from 4 to 
10 oz./gal. and is used at tempera- 
tures ranging from 180°F. to a rolling 
boil. Overflow pipes in such tanks en- 
able oil floating in the top of the bath 
to be removed conveniently. 


Electrolytic Cleaning 


An important consideration in the 
cleaning cycle is the time factor. This 
is reduced appreciably by the electro- 
lytic cleaning process since, in addi- 
tion to immersion cleaning, the gases 
liberated at the electrodes provide a 
effective 


agitation, a process which is frequent- 


very method of mechanical 
ly described as a scrubbing action. 
The same type of compounds used in 
immersion cleaning generally provide 
good conducting solutions for the elec- 
trolytic bath. When the object to be 
cleaned is made the cathode, the steel 
tank or steel plates serve as the anode. 
Cathodic cleaning up to recently was 
the most common method used, be- 
cause the large volume of hydrogen 
evolved (2 volumes of hydrogen com- 
pared to 1 volume of oxygen liberated 
at the anode) provided a more vigor- 


ous stirring at the electrode; and the 
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free alkali generated by the electri: 
chemical action could speed up th 
cleaning process. Mechanical prope: 
ties of the metal, however, could } 
impaired by hydrogen embrittlement! 
In addition to this problem, the depos 
tion, as a film or smut, of metallic in 
purities dissolved in the cleaner solu 
tion may cause poor adhesion. 


The trend, therefore, in recent years 
has been to combine cathodic anc 
anodic cycles, a reverse current effect 
so that traces of precipitated metals 
are dissolved (depleted) anodically. 
Straight anodic cleaning has also been 
widely used and found to be very ef 
fective. In anodic cleaning of non-fe: 
rous metals, a slight film of oxide o1 
tarnish may form on the object; hence 
a shorter period of time than that re- 
quired for steel (1 to 2 minutes) is 
used. Steel also may form a_ passive 
film due to oxidation. Thorough rins- 
ing after the cleaning cycle is essen- 
tial, preferably in two separate rinse 
tanks, 


baths should 
not contain chlorides or other reagents 


Electrolytic cleaning 


which would react (through electro- 
lysis) with the electrode or cause it 
to be etched. Soap and wetting agents 
which would cause excessive foaming 
action should be avoided. A thick foam 
blanket presents a hazard because of 
the accumulation of hydrogen and oxy- 
gen, an explosive mixture in the pres- 
ence of sparks. This condition (spark- 
ing) may result from racking opera- 
tions on the bus bars. A foam blanket 
of fine bubbles, which break soon after 
forming, is desirable as a means of 
holding down the spray which en- 
strong alkali. Surface 
agents, such as fatty acids and rosin 


trains active 
soaps that may be plated out, or or- 
ganic matter that may be decomposed. 
should also be avoided. Small parts 
are conveniently handled in tumbling 
electroclean- 
ing and mechanical action can be ob- 
tained. Immersion cleaning is also em- 
ployed for bulk articles. 


barrels where combined 


Because high conductivity is im- 
portant, electrolytic cleaners will usual. 
ly contain excess caustic soda. Such 
baths operate at high concentrations 
(6-14 oz./gal.) and high temperatures 
(180°-200°F.). The 
range extends from 25 to 100 asf at 
1 to 6 volts, 
mended. Anodic 
operates at a lower curent density t 


current densits 


with 50 asf recom 


cleaning generally 
avoid smut on steel and brass. 
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METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








Coloring Copper 


Question: Can you supply a book. 
“Metal Coloring and 
Hiorns? We are interested in all the 


Bronzing” by 


information we can get about coloring 
plated copper. 
W.G. J. 

{nswer: “Metal Coloring” by Hiorns 
has been out of print for about 15 
vears and is unavailable except in some 
of the large public libraries. 

We are forwarding tear sheets of the 
formulas for oxidizing copper and 
1954 edition of the 
Metat Finishing GumpeBook. These 
are the commonly used processes. 


brass from the 


Immersion Copper Plating 

Question: We are interested in using 
a copper plating process in which a 
copper sulfate solution is atomized and 
mixed with an aqueous solution con- 
taining finely divided iron or zine. 
(here are patents connected with these 
processes and [| wonder if you have 
any information concerning the prio: 
use of similar chemical reactions which 
might show that the above processes 
have been used before and are there- 
fore not novel. 

\ny information regarding a method 
of depositing a copper film over a 
silvered surface will be greatly appre- 
ciated, 

J. A. D. 

Inswer: The reply to this question 
which 
can be performed by any qualified 
patent attorney. The patent referred to 
appears to be based on the use of a 


will involve a patent search. 


pray gun to project the copper sulfate 
‘ution and reducing metal powder. 
Vroduction of copper films from cop- 
rt sulfate solutions was used for a 
eat many years by electrotypers on 
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their graphited wax cases. This pro- 


cess, termed “oxidizing.” involved 
sprinkling iron filings over the surface 
wetted with the solution. Electrotypers 
do not generally use this method any 
more because silvering methods and 
substitution of plastic for the wax have 


obviated it. 


Gold-Germanium Alloy 


Question: In a previous issue of 
your METAL FINISHING magazine you 
had an article on a low melting point 
high karat gold solder containing an 
alloy germanium and additional alloys. 
We would like to know if it would be 
possible for you to give us the composi- 
tion on the above. 

B.A. H. 


Answer: The gold solder containing 


germanium is the eutectic mixture of 
88° gold and 12° germanium. This 


has a melting point of 673°F. 
£ } 
Chromic Acid in Nickel Solution 


Question: Is there any way to kill 
nickel solution 
(Watts type)? If so. would you please 


chromic acid in a 


advise. 
E. F. H. 

{nswer: Chromic acid can be de- 
stroyed by many reducing agents. If 
the amount of contamination is nol 
large. it is suggested that small amounts 
of sodium sulfite be added. since this 
chemical is readily available. The 
minor amount of sodium ions intro- 
duced will not affect a Watts nickel 
solution. 

However, if the amount of chromi: 
acid present is large, sulfur dioxide gas 
can be bubbled into the solution. This 
gas can be obtained in small amounts 
from any large laboratory supply firm. 
These firms can also supply sulfurous 
about 6% 


acid solution containing 


IQs? 


SO.. which mav_ be 


more convenient 
to add. 


Swirl Finish 

Question: We would like to have in- 
formation available as to the proper 
procedure to obtain the swirl like effect 
that is used on flat dise pieces of brass 
and other metals. We have tried using 
a flat felt disc loaded with fine abra- 
finish, but this 
does not get the swirl effect. Is this 


sive, such as Butler 


done with a fine flat scratch brush 
and if so where can these brushes be 
obtained? These metal dises vary from 
3” to 10” in diameter. 


G. P. M. 


Answer: The swirl effect is produced 
by contact with a rotating pad of steel 
wool chucked in a lathe. The pad may 
be wrapped with cord to form a cyl- 
which will not 


inder disintegrate 


readily. 


Copper Backing Mirrors 


Question: | am very much interested 
in getting information on electrocoppe: 
backing of mirrors. by the galvanic 
process. It is a rather new process and 
| would appreciate your cooperation in 
finding anything in same. 


H. L. MW. 


{nswer: A patent was recently is- 
sued to M. Meth (U.S. Pat. 2.720.487 | 
on a process in which a solution of 
copper sulfate is applied to the glass 
mirror simultaneously with a suspen- 
sion of metal dust in water. Copies of 
the patent are obtainable at 25c¢ from 
the Commissioner of Patents. Wash- 
ington 25, D. C. 

Copper can also be applied to the 
silver film by wetting with acid cop- 
per sulfate solution and then sprink 
ling on iron fillings. 


“Browning” Gun Barrels 


Question: Do you know the method 
of producing a brown finish on gun 
barrels. | have a gun that dates back 
to about 1906. and it had a sort of 
walnut colored finish. | know of no 
method of “browning” steel and if you 








know of a method, I would appreciate ; 


receiving information on it. 


W. M. 
{nswer: The procedure is as follows: 


1. Dip, brush or sponge on: 


Copper sulfate 20 g./L. 
Mercuric ehloride i -* 
Ferric chloride 30 

Nitric acid 150 ml./L. 
Denatured alcohol 700 


{ 


After applying the above, place in | 


a warm, damp place until a good layer, 


of red rust forms. 
2. Boil in water until the rust is con- 
verted to black oxide 


steel wire brush 


3. Dry and scratch brush with a‘ 


1. Repeat all the above steps 3 times | 


linseed. 


Smut Removal from Steel 


| 
5. Oil with an oxidizing oil such as , 


Question: We have been investigat- | 


ing the removal of heat scale from 
steel pieces prior to plating them. The 


sequence of operations was as follows: | 


|. Soaking in an alkaline solution 


Rinsing 


wh 


Pickling in 15‘; sulfuric acid to 


which an inhibiting agent has | 


been added 


4. Rinsing 


5. Electrocleaning in an alkaline | 
solution 

6. Rinsing 

7. Immersing in a 50‘¢ _ hydro- 


chloric acid solution 


3. Rinsing. 


The heat scale was loose when the 
parts reached step 8, but since it was 


not removed, it had to be removed by | 
hand brushing. This entailed a con- | 


siderable loss of time and money. 
We would like to install equipment 


in the sulfuric acid tank to make it. 


possible to have an anode cleaning 


operation and we are writing you for’ 


advice on the operating temperature, 


the amount of current to use and the | 


type of inhibiting agent to add. 


R. J. 


Answer: Smut removal electrolytic- 
ally in sulfuric acid is obtained by the 
use of a 25% by weight solution or 
higher, at room temperature and 100- 
400 amp./sq./ft. This, however, will 
produce an etched finish. 

Good results can also be obtained 
with reverse current at 20 amp./sq. ft. 
in a solution of 3 oz./gal. sodium cya- 
nide. 
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Plating Nitralloy 
Question: We have a problem of 
copper plating Nitralloy 135 modified 
steel: Spec. MIL-3-6709, We use the 
copper as mask-off on areas which do 

not get a nitride hardening. 


We have not been getting good ad- 
hesion to the base metal. We have tried 
everything which we know about plat- 
ing steel. We have treated it as stain- 
less steel by giving it an electric etch 
in a 30% 


solution of 


muriatic acid and also in a 
Neither 


solution has given us a_ satisfactory 


similar sulfuric. 


result. Our test for adhesion on these 
pocket knife. 


consists of a 


parts is with a 

Our plating process 
Rochelle copper bath as a striking solu- 
tion and the pyrophosphate copper 





bath. All parts are thoroughly clea 
before plating. 
P.M. A. 


Answer: Nitralloy 135 contains 
small amount of chromium and moly! 
denum and should be prepared for pla. 
ing in the same manner as stainless 
steel. 

One of the procedures described on 
pages 228-231 of the 1956 edition of 
the METAL FINISHING GUIDEBOOK 
should be employed for the purpose. 
A recommended method is to strike in 
a solution of 0.05 oz. copper sulfate in 
1 gal. hydrochloric acid unless a trace 
of nickel is permissible, in which case 
the strike consisting of 2 Ibs. gal, 
nickel chloride and | pint. gal. muriatic 


acid is suggested. 











Professional Directory 








SCIENTIFIC CONTROL 
LABORATORIES 


Finishing Consultants—Registered Engineers 
Salt Spray—Thickness Testing—Analyses 
PLANNING—RESEARCH—DEVELOPMENT 
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Conversion Coating 
U.S. Patent 2,760,890. Aug. 28, 1956. 


J. C. Kosmos, assignor to The Chemical 
Corp. 


A bath for imparti a corrosion 
\ bath for imparting a corrosi 

resistant film to 
sium surfaces and consisting of an 


copper and magne- 
aqueous solution consisting essentially 
per liter of solution of substantially 300 
grams sodium bichromate, 132 grams 
nitric acid, 180 grams glacial acetic 
acid, and 52.4 grams sodium chloride. 
and water added to said solution in an 
l to 100 times the 
volume of said solution. 


amount of from 


Detinning Apparatus 


U.S. Patent 2,762,620. Sept. 11, 1956. 
W. H. F, Miehe, assignor to Metal & 


Thermit Corp. 


Apparatus for the solution detinning 
of tin scrap comprising a rotatable per- 
forate outer drum, a central cylinder 
inside said drum, helical means inter- 
posed between said drum and said cy- 
linder, said means dividing the annular 
zone between said drum and said cy- 
linder into a plurality of flights, each 
accommodating a quantity of scrap. 
said helical means being arranged to 
advance said scrap from the intake end 
of said drum to the discharge end 
thereof. 


Etching Aluminum 


U. S. Patent 2,762,694. Sept. 11, 1956. 
K. W. Newman, assignor to Turco 
Products, Inc. 


A method of etching an aluminum 
object which comprises: treating the 
aluminum with an aluminum non-cor- 
rosive acidic solution, the temperature 
and acid concentration of said treating 
solution being related to render the 
solution an active reagent for the re- 
moval of aluminum oxide from said 
object and substantially non-corrosive 
to aluminum, the duration of said 
treating being only substantially for the 
time required to remove an oxide coat- 
ing from said object; coating a por- 
tion only of the treated surface of the 
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object with an alkali resistant resin 
based coating composition for alumi- 
num; and treating the aluminum ob- 
ject with an alkaline etching solution: 
thereby etching said surface treated 
with said etching solution. 


Electroless Nickel 


U.S. Patent 2,762,723. Sept. 11, 1956. 
P. Talmey and G. Gutzeit, assignors to 
General 


American Transportation 


Corp. 


The process of chemically plating 
with nickel a body essentially compris- 
ing an element selected from the group 
consisting of iron, cobalt, nickel. alum- 
inum, copper, silver, gold, palladium 
and platinum, which comprises contact- 
ing said body with an aqueous bath 
consisting essentially of nickel ions and 
hypophosphite ions and also contain- 
ing sulfide ions and a sulfide ion con- 
troller, both said sulfide ions and said 
sulfide ion controller being present in 
solution in said bath only in controlled 
trace amounts that together are not 
greater than about 200 parts per 1.- 
000.000 parts of said bath by weight 
so as not substantially to reduce the 
plating rate of said bath, said sulfide 
ion controller forming with said sulfide 
ions a thio-compound that is both 
stable and substantially insoluble in 
said bath so as to maintain the dissoci- 
ated sulfide ion concentration in said 
bath of the order of magnitude of 1 
part per 100,000,000 parts of said bath 
by weight in order to inhibit random 
decomposition of said bath. 


Conversion Coating 


U.S. Patent 2,762,731. Sept. 11, 1956. 
F. P. Heller and F. P. Spruance, Jr., 
assignors to American Chemical Paint 


Co. 


The method of producing a paint- 
bonding surface on ferriferous metal 
surfaces which comprises treating the 
clean surface with a solution contain- 
ing as its essential coating producing 
ingredients chloride, complex fluoride 
and chromate radicals, the complex 
fluoride being from the class consisting 
of fluosilicate, fluozirconate, fluoborate. 


1957 


and fluostannate (caleu- 


fluotitanate 
lated as 


ammonium fluosilicate on a 
fluorine basis). the pH of the solution 
lying between 0.8 and 5.5 and the said 
ingredients being present in approxi- 
mately the following amounts: 

Chloride (calculated as ammonium 
chloride): 0.05'¢ to 17‘, of the solu- 
tion. 

Complex fluoride (calculated as am- 
monium fluosilicate): 0.5 part to 2.0 
parts for each part of chloride but not 
less than 0.025°% of the total solution. 
(as CrOg): 0.03 to 5.0 
times the amount of total chloride plus 


Chromate 


fluoride present, calculated as ammo- 
nium salts. 


Pickling Stainless Steel 


U.S. Patent 2,762,728. Sept. 11. 1956. 
E. A. Hahn, assignor to Lyon, Ine. 


A method of pickling wrought stain- 
less steel, that comprises the step of 
immersing the steel in a bath consist- 
ing of an aqueous pickling solution of 
5-20 weight per cent sulfuric acid and 
5-20 weight per cent nitric acid at a 
temperature of 120-180°F. 


Metalizing Non-Conductors 


U.S. Patent 2.762.725. Sept. 11, 1956. 
4. E. Saunders, assignor to Pittsburgh 
Plate Glass Co. 


A method of producing a metal film 
on a refractory base having a metal 
oxide film thereon from the class con- 
sisting of tin, cadmium. indium and 
zinc oxides, combinations thereof and 
films containing at least 70 to 80° by 
weight of tin oxide with minor propor- 
tions of at least one oxide from the 
class consisting of oxides of antimony. 
copper, thallium, vanadium. chromium. 
manganese, cobalt and titanium. which 
method comprises subjecting the metal 
oxide film to a metal. an acid and an 
aqueous solution of a metallic salt, said 
metal taken from the class of metals 
more electropositive than the metal of 
the metal oxide film consisting of zine, 
cadmium. 
acid taken from the class consisting of 
hydrochloric, hydrobromic. sulfuric, 
phosphoric, phosphorus and sulfurous 


iron and aluminum, said 


oe 
4 














acids, and said salt taken from the class 
consisting of ferrous chloride. ferric 
chloride, ferric ammonium oxalate, fer- 
ric citrate, cobalt chloride. cobalt sul- 
fate. cobalt phosphate. cobalt acetate, 
cobalt ammonium sulfate. nickel chlor- 
ide. nickel silicofluoride, nickel cyan- 
ide. nickel tartrat®, nickel acetate. nick- 
el formate and nickel sulfate. the pro- 
portions of said acid and metal salt be- 
ing from about 9 to 100 mol equiva- 
lents of acid per mol of metal salt. 


Metalizing Non-Conductors 


U.S. Patent 2.762.726. Sept. 11, 1956. 
{. FE. Saunders, assignor to Pittsburgh 
Plate Glass Co. 


\ method of producing a metal film 
on a refractory base having a metal 
oxide film of the class consisting of tin 
oxide, cadmium oxide, indium oxide. 
zinc oxide. combinations thereof. and 
films containing at least 70 to 80°% by 
weight of tin oxide combined with 
minor amounts of at least one oxide 
from the group consisting of the oxide 
of antimony. copper, thallium, vana- 
dium, chromium cobalt 
and titanium. thereon, which comprises 


subjecting the metal oxide film to the 


manganese, 


action of a metal, an aqueous acid solu- 
tion of a carbonyl compound, said 
metal taken from the class of metals 
more electropositive than the metal of 
the metal oxide film consisting of zinc, 
and and 
said acid taken from the class consist- 
ing of hydrochloric acid, hydrobromic 


cadmium. iron aluminum. 


acid. sulfuric acid, phosphoric acid. 
phosphorous acid, and sulfurous acid. 
the proportions of said acid and car- 
bonyl compound being from 0.5 to 10 
mol equivalents of acid to each mol of 
carbonyl compound. 


Black on Nickel and Iron Alloys 


U.S. Patent 2.762.733. Sept. 11, 1956. 
P. Borghetti ond W. R. Cavanagh, as- 
signors to Parker Rust Proof Co. 


\ composition for producing black 


coatings on surfaces of steel, iron, 


Lickel 


comprises an aqueous acidic solution 


and iron-nickel alloys which 
comprising as the essential coating pro- 
ducing ingredients 5 to 100 grams /liter 
of the phosphate ion, at least about 
0.125", of the 
about 0.1°, 
lected from the group consisting of 


ferrous ion. at least 


of a first metallic ion se- 
and cadmium ions. 


zinc. manganese 


said first ion being present in an 
amount sufficient to form metallic phos- 
phate with the major portion of said 
phosphate ien, about 0.00066 — to 


78 


' Chloride ion 


0.012‘+ of the sulfide ion and a second 
imetallic ion distinct from first metallic 
ion which forms a black sulfide and 
which will not oxidize the ferrous ion 
in said aqueous acidic solution, the to- 
ital metallic ion content being greater 
than about 0.5%. 


; Cleaning & Conversion Coating 


'U. S. Patent 2,762,732. Sept. 11, 1956. 
‘R. 1. Somers, assignor to Parker Rust 


Proof Co. 


\ method of treating the surface of 
a metal of the class consisting of iron, 
aluminum and zine and the alloys 
thereof, and chemically coated metallic 
surfaces which comprises applying to 
the said surface, a solution containing 
as essential ingredients 40 to 90 parts 
by volume tertiary butyl alcohol, 10 to 
60 parts by volume of a hydrocarbon 
volume 


solvent, up to 30 parts by 


‘water, and .025°7 to 10° chromic acid 
-by weight of the total weight of the 


solution and drying a film of said solu- 
tion upon the surface. 


Electroforming 


U.S. Patent 2.762.762. Sept. 11, 1956. 
-D. J. Donahue, assignor to Radio Corp. 


of America. 
| 


A method for electroforming an ar- 
ticle in a copper plating bath compris- 
ing maintaining the composition of 
said bath between the following limits: 


CuSO, 100 to 250 grams per 
liter 
~ HLSO, Sufficient to adjust pH 


to 1.5 to 0.2 
025 to .045 gram per 

liter 
Water _ Balance 
immersing a body having a surface of 
a noble metal in said bath, passing an 
electric current through said bath and 
said surface in a direction to make said 
surface a cathode at a rate of 5 to 70 
amperes per square foot of the area of 
said surface, maintaining the tempera- 
ture of said bath at 10°C. to 50°C., 
and removing the resulting copper de- 
posit from the cathodic surface. 

Wire Plating Process 
U.S. Patent 2,762,763. Sept. 11. 1956. 
H. Kenmore and W. J, Manson, assign- 
ors to National-Standard Co. 

In a method of electroplating wire, 
the steps comprising continuously pass- 
ing said wire to a drawing die of small- 
er diameter than said wire so that the 
said die is adapted to hold the wire to 
permit the wire passing therethrough 
to be tensioned sufficiently to reduce 
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the size thereof, applying sufficient ten- 
sion to the wire coming from said die 
to reduce the size thereof, said tension 
being applied at the end of a substan- 
tially unobstructed, straight, horizon- 
tally-spaced path from said die, con- 
tinuously electroplating said wire while 
under said tension and while traveling 
in said unobstructed path, and main- 
taining the wire in substantially con- 
tinuous vibration by intermittently 
striking the wire to cause it to vibrat: 
all along said substantially unobstruct- 
ed path at the natural vibration fre- 
quency of the wire as determined by 
length and the high tension of drawing 
of the wire. 


Molten Bath for Depositing 
Aluminum 


U.S. Patent 2,762,764. Sept. 11, 1956. 
C. J. Owen, assignor to U. S. Steel 
Corp. 


A method of electrolytically deposit- 
ing aluminum on continuous steel strip 
comprising passing the strip at speeds 
of 400 to 1000 feet per minute through 
an anhydrous molten salt electrolyte 
containing anodes of aluminum metal. 
said electrolyte consisting by weight of 
the following: 

Per cent 

60 to 90 
9.5 to 39.5 


Aluminum chloride 

Alkali metal chloride 
Alkali metal fluoride 
and maintaining the electrolyte tem- 
perature at 450° to 650°F. and a cur- 
rent density between the strip and the 
200 to 500 


anodes’ of amperes per 


square foot. 


Electropolishing Steel 


U.S. Patent 2.762.766. Sept. 11, 1956. 
Bo-Shin Ro, assignor to Khe-Beng 


Chiong. 


\ method of electropolishing high 
speed steel which comprises contacting 
the steel with a solution consisting of 
100 parts concentrated nitric acid s. g. 
1.52, 4 parts hydrofluoric acid contain- 
hydrofluoric 
acid and 2 parts potassium dichromate. 
at a temperature of 15°C. and at a po- 
tential of 10 volts with a current den- 
sity of 120 amperes per dm.” for 61) 


ing not less than 50% 


seconds, removing the parts and wash- 
ing the same. 
Plating Barrel 


U.S. Patent 2,762,772. Sept. 11, 1956. 
W. H. Jackson, assignor to The Ud) 
lite Corp. 


In an electroplating machine fo: 
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» | 
of ctroplating articles in bulk having a Flexible Abrasive Brush 14.000 feet per minute. the glass fibers 
yn rforated barrel rotatably supported U. S. Patent 2.763.104. Sept. 18. 1956. comprising from 50‘; to 60% of the 
n- each end for supporting the articles E. R. Lindenborg, assignor to Anton weight of the body and the balance be- 
n- ihe plating bath during the plating J aaa: ing the thermoset resinous binder. and 
n- eration. a flexible cathode lead fixed ; said glass fibers being exposed at the 
le one end and projecting into the bar- \n abrasive brush comprising @ periphery for burnishing contact with 
1g | through an end thereof at its axis of stem formed of a number of twisted members applied thereagainst. 
n- station. said flexible cathode lead hav- “!!® and _ abrasive sheet disposed ‘as Plati 
n- » an insulating cover terminating between said _—— and folded = s Gas Plating 
ly short of the end thereof. a free moving  S€™€s of pleats, said wires holding said U.S. Patent 2.763.576. Sept. 18. 1956. 
ite ininsulated cathode contact knob at sheet <a spiral form with the pleats H.G. Belitz and O. F. Davis, assignors 
ot the end of the cathode lead for electri- extending transversely of said wires to to The Commonwealth Engineering Co. 
“4 al contact with the articles being Permit twisting distortion of said sheet. of Ohio. 
by plated. and an are preventer in the Burnishine Wheel The method of plating steel shafts 
ne form of a length of flexible link chain ; ei voag i wits secditiiees. wine deposited 
secured substantially at its center in U.S. Patent 2.763.105. Sept. 18. 1956. Sie @ heat-decomposable metal vapor 
electrical conducting relation to said J. L. Feeley, gigi Westinghouse which comprises the steps of restrict. 
cathode knob to provide a plurality of panierte: Coes ing the free access of air to a limited 
cathode contact points on both sides of \ burnishing wheel comprising a surface area of the shaft to be plated. 
a4 said contact knob whereby said knob rotatable body having a circular peri- establishing a source of heat-decom- 
al makes continuous electrical contact — phery. said body consisting essentially posable molybdenum metal vapor in 
with the articles being plated during its — only of a plurality of superimposed the form of a jet under pressure onto 
movement among said articles. laminations of glass fiber fabric and a said limited surface area to be plated. 
sit- thermoset resinous binder impregnat- said metal vapor consisting of hydro- 
od i Belt Polisher ing and bonding together the glass gen and molybdenum carbonyl. and 
= U. S. Patent 2,763,103. Sept. 18, 1956. =r in rage uneve reuen for subjecting said area to localized heat- 
S$. dias vinding the laminated fabric into a ing to raise its temperature thereof to 
vle | ; solid body capable of rotating at a between about 350°F. and 425°F. to 
tal. \n endless abrasive belt polishing speed such that the periphery of ihe cause said impinging metal vapor to 
| of and grinding machine. body moves at a rate of from 9.000 to decompose said deposit molybdenum 
ent , 
» 90 * 
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metal onto said limited surface area, 
and removing the decomposition prod- 
ucts under conditions to maintain mix- 
ing of air into the exhaust stream to a 
minimum. said removal taking place in 
a direction opposed to that of said 


given direction. , 
Copper-Lead Bath 


U.S. Patent 2.763.606. Sept. 18, 1956. 


W. G. Hespenheide, C. L. Faust and 
B. J. Esarey. assignors to American 


Brake Shoe Co. 


\ copper-lead alloy electrodepositing 
bath for depositing lead copper simul- 
taneously and consisting essentially of 
an aqueous solution of soluble complex 
copper cyanide and free cyanide, alkali 
metal hydroxide. and complex lead glu- 


conate. 
Bath 


U.S. Patent 2.763.605. Sept. 18, 1956. 
VW. A. Miller and C. D. Baker, assignors 


to Aluminum Co. of America. 


Aluminum 


An electrolyte for electrodepositing 
aluminum consisting essentially of at 


least one aluminum halide from the 
group aluminum chloride and alum- 
inum bromide, guanidine hydrochlor- 
ide, and at least one aromatic hydro- 
carbon from the group benzene, toluene 
and xylene, the mol ratio of aluminum 
halide from the group mentioned to 
hydrochloride, 
2.9:1, 


ratio of aromatic hydrocarbon from 


guanidine, lying be- 


tween 1.7:1 and and the mol 
the group mentioned to guanidine hy- 


drochloride being at least about 0.4:1. 


Wall Mounted Blasting Gun 


U.S. Patent 2,763,964. Sept. 25, 1956. 
a * 


Luce, assignor to The Hydro- 
Blast Corp. 


\ blasting gun comprising a sup- 
porting arm, means for mounting the 
supporting arm in an opening in a 
mounting wall for pivotal movement 
about a horizontal axis in a vertical 
plane and about a vertical axis in lat- 
eral planes perpendicular to said verti- 
cal plane, a nozzle pivotally carried by 
one end of said arm, actuator means 
operatively connected to said nozzle to 
effect pivotal movement of the nozzle 
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relative to said arm in a vertical plane 
bracket means rigidly secured to th 
mounting adjustable 


connecting the bracket 


means, mean 
means to th 
supporting arm to hold said support 
ing arm at an adjustable angle of in 
clination about horizontal 
and drive means connected to the ad 
justable means and operative to var) 
said angle of inclination. 


said axis 


Tin Thickness Testing 


U.S. Patent 2,763,784. Sept. 18, 1956 
R. R. Webster, assignor to Jones & 
Laughlin Steel Corp. 


\pparatus for measuring the thick. 


ness of a metal coating on a metal base 


comprising means for generating and 


irradiating a specimen with a beam of 


X-rays adapted to excite in the metal 
base fluorescence which is absorbed in 
the metal coating. 


Portable Abrasive Blaster 
U.S. Patent 2,763,965. Sept. 25, 1956. 
R. A. Stokes. 

\ portable abrasive containing and 
feeding apparatus comprising a chas- 
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cround engaging wheels on said 


ssis. means on said chassis for 
pling the same to a towing vehicle, 
upporting frame extending upward- 
from said frame, a pair of abrasive 


tainers mounted on said frame. 


Corrosion-Inhibiting 
Compositions 


S. Patent 2.763.614. Sept. 18, 1956. 
L. Cantrell, D. Hill and E. E. Fisher, 


assignors to Gulf Oil Corp. 


\ bright. stable corrosion-inhibiting 
composition comprising about 49 to 
about 8&8 per cent by weight of the com- 
position of a mineral oil base, and hav- 
ing incorporated therein from about 5 
to about 15 per cent by weight of 
water. from about 0.25 to about 2.5 per 
cent by weight of an alkanol amine 
selected from the group consisting of 
primary. secondary and tertiary alkan- 
ol amines whose alkanol substituents 
contain from 2 to 3 carbon atoms, from 
about 0.1 to about 1.0. per 
weight of a salt of a primary aliphatic 


cent by 


amine containing from 8 to 18 carbon 
atoms and a dialkyl ester of ortho- 
phosphoric acid, the alkyl substituents 
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ESPECIALLY ADAPTED FCR CONTOUR WORK 
sizes 100 through 400 


"Schaffner Bros. make * ALL-PURPOSE BUFFING COMPOUNDS * 
things shine” (LIME) * EMERY CAKE * 
Bob — Paul — Gus * PUMICE GREASE STOCK * 
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of which contain from 3 to 10 carbon 
atoms, from about 1 to about 10 per 
cent by weight of an alkali metal salt 
of an oil-soluble sulfonic acid, from 
about 0.75 to about 7.5 per cent by 
weight of a fatty acid containing from 
12 to 24 carbon atoms, the fatty acid: 
alkanol amine mol ratio being in ex- 
cess of 1:1. a total of about 5 to about 
15 per cent by weight of a coupling 
agent selected from the group consist- 
ing of 2-butoxyethanol and mixtures 
thereof with butanol, the 2-butoxye- 
thanol being present in an amount of 
from about | to about 15 per cent by 
weight, and the butanol being present 
in an amount of from about 0 to about 
14 per cent by weight. 


Buffing Compound Applicator 


U.S. Patent 2,763,971. Sept. 25, 1956. 
N. C. Andersen, assignor to Schlage 
Lock Co. 

In an applicator for applying abra- 
sive to a rotating buffing wheel, a body 
of soft, friable buffing material in the 
shape of a solid of revolution, a pair 
of supporting members supporting said 


<< 


Available in grits... 


Write for further information today 


body at opposite ends of its axis of 
revolution, said body being formed at 
said opposite ends to partially receive 
with the latter 
projecting oppositely outwardly there- 


said members therein 
from, and means supporting said mem- 
bers for rotation about said axis with 
said body, said means being provided 
with removable portions to permit re- 
moval of said body with said members 
from said means in a direction radially 
outwardly of said axis. 


Hot Galvanizing Apparatus 


U.S. Patent 2,764,124. Sept. 25, 1956. 
D. J. Reed and GC. W. Kennedy. as- 


signors to A. O. Smith Corp. 


Apparatus for the automatic galvan- 
izing of the inside of metal tanks and 
cylindrical articles without galvanizing 
the outside thereof. 


Serap Detinning Machine 
1956. 


U.S. Patent 2,764,473. Sept. 25. 
t, assign- 


C. J. Klein and W. H. Wrigh 
ors to National Steel Corp. 

\pparatus for treating material com- 

prising. in combination, tank means 
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Aluminum Oxide Silicone Carbide........ 

ELIMINATES THE DIRT AND EXCESSIVE CONSUMPTION OF 
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operations on one AUTOMATIC machine... 
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MANHATTAN RUBBER LININGS 


“More Use per — : 
INSEPARABLE BOND 


Photo courtesy: Hanson-Van Winkle-Munning Co. 


Tests Prove These Linings Can’t Be Separated! 


Manhattan engineers have developed a 
method of bonding metal to rubber so 
securely that actual mechanical pull 
tests prove it can’t be separated. Thick, 
multiple calendered sheets of natural or 
synthetic rubber are inseparably bonded 
by Manhattan lining specialists to as- 
sure you permanent protection against 
the corrosion and abrasion of your 
equipment or contamination of process 
solutions. They eliminate the dangers of 
stray currents in plating operations. . 

won’t harden or crack . . . even under 
extreme temperature changes. 


Whether your plating equipment is 
large or small, intricate or simple. . 


RUBBER LINING PLANTS AT PASSAIC, 





MANHATTAN RUBBER DIVISION — 


RAYBESTOS-MANHATTAN, INC. 


Manufacturers of Mechanical Rubber Products ¢ Rubber Covered Equipment ¢ Radiator Hose 
Fan Belts ¢ Brake Linings & Blocks « 
Engineered Plastic, and Sintered Metal Products * Abrasive & Diamond Wheels ¢ Bowling Balls 


Manhattan has the facilities to effi- 
ciently handle your rubber lining needs. 
To make certain your lining is flawless 
and permanent, every piece of equip- 
ment lined by Manhattan is tested under 
high voltage to detect any possible 
defects. Many Manhattan Rubber Lined 
plating tanks have been in continuous 
use for over thirty years! 


Make certain you have permanent pro- 
tection against corrosion, contamination 
and abrasion in your costly plating oper- 
ations. Let the R/M lining engineer at 
the plant nearest you show you how you 
can get “More Use per Dollar” with an in- 
vestment in Manhattan Rubber Linings. 

RM 624 


N. J. * NORTH CHARLESTON, S. C. 


PASSAIC, NEW JERSEY 


Clutch Facings * Packings ¢ Asbestos Textiles 
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adapted to hold a bath of solution for 
the material, an_ elongated 
drum adapted to hold the material, 
means supporting the drum in the tank, 


treating 


means for rotation about the longitud- 
inal axis of the drum, the drum includ- 
ing a substantially cylindrical side wall 
and spaced apart end walls. 


Method of Plating Chromium 
Over Antimony 


U.S. Patent 2,764,538. Sept. 25, 1956. 
C. F. Smart, assignor to General Motors 
Corp. 


\ method of electrodepositing a 
bright coating of chromium on an ar- 
ticle having an outer surface of a metal 
selected from the class consisting of an- 
timony and antimony base alloys which 


62 


| 
| 
| 


comprises immersing said article for 


a period of time not in excess of one 


minute in a chromic acid base chro- 


mium plating bath maintained at a tem- 


perature of from 110°F. to 
while no electrical current is passing 
through the bath and then electrode- 
positing bright chromium on the ar- 
ticle in a chromic acid base chromium 
plating bath. 


Electropolishing Method 


U.S. Patent 2,764,540. Sept. 25, 1956. 
W. G. Farin, P. F. Duddy and G. A. 


Nelson. 


The method of  electropolisning 
the inside of an elongated substantially 
tubular body the ends of which occupy 


different heights which consists in cir- 
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160°F. 
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culating an electrolytic liquid und 
pressure through the substantially tu 
ular body to be electropolished a; | 
through fluid storage spaces in co 
munication with the ends of the tul 
lar body and through a pipe syste: 


joining said fluid storage spaces. 


Continuous Electrolytic 
Treatment 
U. S. Patent 2.764.542. Sept. 25, 1956, 
A. N. D. Pullen, assignor to The Brit. 
ish Aluminum Co., Ltd. 
Apparatus for the electrolytic treat 
ment of articles composed of a plur- 
ality of metal elements of relatively 
electrically 


large surface area 


nected one to another by a metal wire 


cCon- 


of relatively small cross-sectional area 
comprising in combination an_ elec. 
trolytic tank for containing a main vol- 


ume of electrolyte, at least one electrode 


being located within said tank, means 
electrically connecting said electrode to 
one pole of a source of electric current. 
a chamber for containing a segregated 
volume of electrolyte and adapted for 
passage therethrough of a run of arti- 
cles, said chamber having a wall in 
contact with the main volume of elee- 
trolyte and apertured for passage of the 
articles therethrough with 
and directly into the main volume of 
electrolyte within the tank. at least one 
electrode in said chamber and means 
connecting said electrode to the other 


clearance 


pole of said source. 
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Working Diagrams for Copper 
Baths With Periodic Current 
Reverse 


W. Nohse: Metallwarenindustrie und 
Galvanotechnik. Vol. 45, No. 9, p. 425. 


The calculation of the copper coat- 
ing thickness produced in modern hot 
copper baths with periodic current re- 
verse presents certain difficulties and 
similarly, the calculation of the cur- 
rent density to be applied for a given 
coating thickness. The current inter- 
ruption and anode switching time has 
an appreciable influence on the curren! 
efficiency figure and although the con- 
trary is asserted, the author considers 
that this 
creasing 


cannot be made good by in- 
the current density. This can 
be done theoretically but in practice. 
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-tions of equipment limits and costs 
ertain limits to this, 
fhe author gives a mathematica! 
itiment of the periodic current re- 
«¢ plating cycle, in terms of cur- 
time. metal deposited etc... and 
elops diagrams and curves from 
se equations. A working diagram 
presented which can serve as a 
smogram to the practical technician, 
rom which can be read off directly 
e various practical data required for 
the operation of this plating schedule. 
in the treatment consideration is given 
io the action of the time factor of the 
inodic polarization and the effect of 
the current interruption with copper 
baths on the current efficiency figure. 
lhe working Nomogram chart presents 
eraphically the relationships of current 
density. pure cathodic current effici- 
ency, plating deposition speed and the 
ratio of the current direction change- 


of 


practice from this diagram and tables 


times. Examples calculations in 


of data are also given. 


Electrolytic Copper-Cleaner 
Process 


Kk. T. Richards: Metallwaren Indus- 
trie und Galvanotechnik. Vol. 45. No. 


The author states that it is frequent- 
ly of advantage with steel parts. to use 
a copper containing electrolytic clean- 
ing bath. With this, a thin copper film 
separates out on the perfectly clean 
metallic surface, proof of the complete 
cleansing of the coppered areas. This 
guide to the adequacy of the cleaning 
is a better one than that of the water- 
break method, which is difficult to 
recognize with the smaller areas. A 
further advantage of this process is 
that, through the coppering, after-rust- 
ing of the cleaned surfaces is avoided. 
if the cleaned parts cannot be immedi- 
ately finished. 


\ disadvantage of the process is 
that it cannot be employed if electric- 
ally conductive impurities are present 
on the surface. For instance, if black 
iron oxide is present on the iron or 
steel surface, this is also coated by the 
opper film. the oxide 
has a and, with 
‘ubsequent plating, will be loosened 

bending, trouble will be caused. The 
(reatment time in this bath should be 
rt and not longer than 1-2 minutes. 
ier metals can also be treated. 


However. 


as 


nly 


low adhesion 
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HAMMOND MODEL VRRO 
Two-Spindle Variable Speed Lathe 











yP PRODUCTION— REDUCE FINISHING COSTS 
DOUBLE SPINDLE LATHES 


No ‘‘down time’’ for one operator when the 
other changes wheel — each operator has his 
own motor, control and variable speed drive. 
@ Convenient Variable Speed dial is within arm's 
reach of the operator — no ‘‘climbing"’ around 
in back to change speeds. 

Wheel economy and better finish. As wheel 


with 


crt 


ALSO AVAILABLE 
IN WIDE SWING 
MODEL VRROW te 


Wide swing construc- wears each operator can increase speed — to 
tion, wih extended maintain constant peripheral speed for uniform 
bearing housings and - ‘ . 

spindles, provides od- and better finish, maximum production and 


ditional working space 
for large, bulky pieces. 


wheel life. 
@ Available in 3 sizes —two 5 HP, two 7'2 HP 
or two 10 HP. 


Cost reduction is the need of the day — 
Write for catalog. 


OF KALAMAZOO 
‘‘Good Machinery 
Since '82’’ 





1601 DOUGLAS AVE. — KALAMAZOO, MICHIGAN 





Modern Mass Plating Techniques necessarily small volume of electrolyte, 
a considerable heating effect is pro- 
A. Neumann: Metallwaren Industrie : © nin 


duced and this may be adverse in some 


und Galvanotechnik. Vol. 45, No. 12. 
p. 577 cases. Again, some electrolytes require 
- Ji;. ° ‘ ‘ 

to be operated hot and this. again, is 
The author first discusses the design a difficult matter to arrange with a 


of modern barrel, cylinder, and barrel- 


barrel unit. With the cylinder plating 
cylinder units 


for mass plating of unit, which is arranged to work with 


All these three types of 
units have their respective advantages 


small parts. a rotating horizontal cylinder semi- 
immersed in a normal plating tank, 
and disadvantages. One feature which — temperature control and regulation can 
be installed and this difficulty does not 


arise, 


will decide whether a particular type 
of apparatus can be used with a certain 
electrolyte will be the deciding factor 
of temperature. Thus, with the barrel 
plating unit, one difficulty is the fact 
that, with the necessary high current 


\ further serious disadvantage of 
the barrel plating unit is the lack of 
any possibility of applying a suflicient- 
ly large anode surface. With the “old- 
densities which are employed and the — er” plating processes this already in- 


1957 83 











— 
PIONEERS and LEADERS 


a in ELECTROLYTIC 
‘“h PRECIOUS METALS are fixed on the side of the tank. « 


oe a % i me / ; - 

Se ) /: \ & | a ee side the barrel. In a 160 liter tank jt 

Kila kno - i L. tinued to lead the field in producing Is possible to apply a 32 Sq. dm. effec. 

} : /. Lib v low cost solutions, time-saving pro- tive anode surface. The barrel will take 
CULp LL. Lc . 


normal barrel plater, is tipped at 3 
angle into the plating tank contain ; 
the electrolyte. on top of which it 





fixed. The barrel is made of suita 
material, such as plastic: the ano: .s 


laboratories have come two of the 
most outstanding developments in 
recent years. 


troplates. From Davis-K research 
figures and a current density of 160 


amps.. an anodic current density of 





cedures and revolutionary new elec- uy t 810 k f With tl 
1p 0 .P. oO ware. wn bese 
-. . 7c 
Cod! 
oT! LULLELS 











ease of operction. 


a OPERATION 
Fert wien Antique Gold Solution 


An inexpensive, quality electroplate with excellent color consistency and remarkable 


Foret égace wi» HARD GOLD SOLUTION 


FOR PRINTED CIRCUITS AND ELECTRONIC PARTS 


Davis-K Hard Gold Plating Solution is an amazing new electroplate for the elec- 
tronic industry which cuts gold deposit 50% 
either metals or plastics. Requires no elaborate set-up, has maximum resistance 
to high frequency, plates at low temperature and eliminates control problems. 


OTHER DAVIS-K PRODUCTS 
* POTASSIUM GOLD CYANIDE SALTS 
* LUSTROUS WHITE RHODIUM SOLUTION 


Now available: variable-type Tank Rheostats, 
specially designed for precious metal plating. 


while forming a lasting bond with 



































barely 5 amp./sq. dm. is applied. The 
electrolyte can be held at the required 
temperature by heating or, for example 
with a bright zinc bath working cold, 
a cooling coil can be placed in the 
tank. The 


during plating. and its angle of inclina- 


barrel. of course. rotates 
tion can be adjusted. The barrel is 
very easily discharged by raising and 
tipping out in the usual manner. 
One considerable advantage of the 
cylinder plating unit is that the same 
ware container, i.e., the drum. with 
suitable handling arrangements, can 
process from one stage to another, 
passing in and out of different tanks, 
such as cleaning. rinsing. plating, etc.. 
without the necessity for handling the 


after the cylinder has been 














ware, 
ALL DAVIS-K GOLD PLATING SOLUTIONS ARE: charged, until it is finally emptied | 
omen aoe © Getited Sy Dioy wane after the last rinse. several cylinders 
FREE “ — — oy ™ can also be placed in one tank: this 
Consultive “ noha ste ’ ——e for tamediate makes for considerable production 
Service ! elasticity and smooth working. 
We are fully equipped to reclaim old gold and rhodium solutions. g 
As an added ser- No charge for small sample plating. Write Dept. MFG-57 for details! 
enn wet “Where Glittering Elegance Reflects Lasting Quality.” : : 
available for con- [RY URES D y.¥ Vv t © Ma K Control Analysis of Brass Plating ' 
peel (olr) Baths | 
problems and in- Vr PRODUCTS,CO. W. Briese: Metallwarenindustrie und 
cient S| NSS West 20mm mow York 1, NY. Galvanotechnik. Vol. 45, No. 9, p. 429. ' 
= LOngacre 4-1978-9 
71 AChedde oni Reeder” Bavetes Cand Brass plating baths contain, as the Ur 
es as, chief constituents, copper, zinc, potas: 
sium or sodium cyanide, and sodium 
troduces serious difficulties and. with unit is too severe and can be damaging. carbonate. or caustic potash. A newly d 
the modern high speed plating pro- — The barrel plating unit. with its inclina prepared bath should always be ana- a 
cesses, operation becomes quite out tion is much more gentle and some _ lyzed immediately and the values found 0 
of the question. As soon as baths oper- parts can only be plated in the barrel should then be held constant. When ir 
ating at high current densities are used unit. Furthermore, the barrel plate: taking the sample for analysis. the d 
in barrel plating units, the following has the additional advantage that the bath should be well stirred. then a th 
disadvantages are encountered. The — inclination can be varied to give the sample of about 100 cc. is taken ou! " 
anode surface is definitely too small. | most favorable effect. and filtered. If the filtrate is not clear. x 
with the result that the anodes passi- However, to combine the advantages _ the filtration should be repeated. Th M 
vate and the current becomes restricted — of both units and to avoid their dis- author then gives detailed information fo 
after a short time. advantages, there has been evolved regarding the determination of the co 
One advantage that the barrel plat- what is termed the barrel-cylinder copper content. the free sodium or po: pe 
ing unit has over the cylinder plating plating unit. As the name implies this tassium cyanide, determination of th st 
type of apparatus is that, with the is a combination of both types and _ total sodium cyanide or potassium cya tic 
latter, with some parts. such as screws the plating unit has been developed —_nide, calculation of the zine conten! 
and nuts with fine threads, small parts specially to utilize the modern high determination of the sodium or potas va 
with sharp edges, etc.. the mechanical speed plating baths. When plating. the sium carbonate content, and lists the co 
treatment in the horizontal cylinder barrel, similar in shape to that of the apparatus and chemicals required to en 
84 METAL FINISHING, April, 1957 M 
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duct these analyses. The determina- 
» of the zine and of the carbonate 
vont of the bath is then considered 
further detail. 


Stripping Plated Coatings 
I. Mueller: Draht. Vol. 5. p. 379. 


For various reasons, it is often ne- 
essary to remove plated coatings from 
he basis metal. There are three pos- 
ible ways to accomplish this: me- 
hanical removal of the coating. as by 
vrinding. chemical solution. and elec- 
irolytic stripping. As to the choice of 

particular method to be applied to 
any given case, the characteristics of 
the basis metal, the nature and _ thick- 
ness of the coating will be influencing 
factors. together with the considera- 
tion that the basis metal should be at- 
tacked as little as possible during the 
stripping process. 

Basis metals comprising steel, alumi- 
num alloys, and zine and copper alloys 
can be treated by means of the chem- 
ical stripping methods. For the ferrous 
solutions are best al- 
though, with alkaline solutions. the 
hasis metal is not attacked. Considera- 


metals. acid 


tion must be given to hydrogen gener- 
ation and diffusion into the basis metal 
with the use of the acid solutions. A 
high working speed is always prefer- 
able. Accordingly. the baths should 
not be allowed to get into too great a 
depleted condition. Sometimes the in- 
termediate coating (i.e. nickel) is not 
removed when the top coating is dis- 
solved (such as chromium): in such 
cases a special bath must be provided 
to deal with the intermediate coating. 

Not all metal plating baths are suit- 
able for electrolytic stripping. One 
difheulty is that the basis metal will 
also dissolve with anodic treatment. 
or else thick oxide coatings will be 
formed because of the oxidizing con- 
dition at the anode. Consequently. 
those electrolytes must be used in 
which the basis metal will not dissolve. 
Solutions for stripping are available 
which have general suitability, thus 
for steel, copper and zinc alloys. A 
considerable amount of practical ex- 
perience is necessary to conduct these 
stripping processes successfully, par- 
ticularly with the noble metals. 

Tables are given, which present the 
various solutions and bath operating 
conditions to be employed with differ- 
ent plated coatings and various basis 
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BACK-UP 
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FOR YOUR 


ABRASIVE BELTS 





45° stand- 

ard used for 
stock 

removal 


NOW AVAILABLE IN POPULAR 14” DIAMETER SIZES AT BIG SAVINGS 


You can get the new R-57 RUBBER CONTACT WHEELS at lower prices in 14” diameter 
sizes** due to newly developed production techniques. These new wheels have all the well- 
known features of the R50 and R54 models — LONGER BELT LIFE... OIL RESISTANT 


RUBBER .. . WET OR DRY OPERATION 


SAFETY .. 


HEAT DISSIPATION MAXIMUM 


. other features. And what's more these wheels have a 30% trade-in value. 


**The new R57 and the R50 and R54 contact wheels are available in many popular sizes . 


V4"" to 22’° DIAMETERS in WIDTHS from 
in all widths and diameters 


‘ to 6’. Other wheels made to your specifications 
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~ SERRATED 








WIDTH OF FACE 
ta , > 4" 
32.00 34.00 36.00 38.00 
39.00 42.00 44.00 


37.00 








AVAILABLE IN PLAIN 
OR SERRATED FACE 
IN ALL DUROMETERS 


DElta 6-8900 





—A WHEEL FOR EVERY OPERATION— 





45° Scoop Slit wr. Cosmo 
Tooth Serration Serration Expander 
Agaressive Aggressive Moderate Backstand 

Stock Contact Contour idler 
Removal Work Work not needed 
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~ Specializing in Contact Wheels and Industrial and Printers Rolls ~ 
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metals: also the solutions and proced- 
ures to be adopted with compound 
plated coatings, such as copper-nickel- 


chromium on steel. 


Analysis of Nickel Baths % 


W. Briese: Metallwarenindustrie und 


290 


Galvanotechnik. Vol. 45, No. 7, p. d20. 


The normal Watts baths. in addition 
to organic brighteners and _ wetting 
agents, contain as the chief constituents 
nickel sulfate, nickel 
boric acid, sometimes also magnesium 
sulfate. The bath 
more difficult when sodium sulfate and 


chloride, and 
analysis becomes 
sodium citrate are also present. The 
author gives details of the analytical 


control of the normal Watts type bath. 


937 


For the analysis, a 50 ce. sample is 
taken from the bath. For the nickel 
determination, a 5 cc. sample of the 
bath is taken, and details are given of 
with 


the determination by titration 


sodium cyanide solution. 
The nickel chloride, sodium chloride. 
titrated 


with decinormal silver nitrate solution. 


or ammonium chloride, are 
The nickel sulfate. in baths which con- 
tain no sodium or ammonium chloride. 
but only nickel chloride (practically all 
the bright nickel baths and Watts type 
baths), is obtained by calculation. 
from the nickel content and the nickel 
chloride content of the bath. The boric 
acid content is determined by titration 
with N caustic soda. 


85 














Recent Developments 
NEW METHODS, MATERIALS AND EQUIPMENT 
FOR THE METAL FINISHING INDUSTRIES 





Rubber Contact Wheel 


Chicago Rubber Co., Dept. MF, 651 
Varket St., Waukegan, Ill. 





\ new rubber contact wheel which 
has increased abrasive belt life as much 
as 40% 
on backstand grinding and _ polishing 
Made with an 
slashed serration, the “X” 
formed from a new type of Neoprene 


has been developed for use 
operations. exclusive 
wheel is 


that is substantially more abrasive re- 
sistant than rubber compounds previ- 
ously used in contact wheel manufac- 
ture. An improved type of flange con- 
struction eliminates the possibility of 
misseating the flange because it is an 
integral part of the wheel, and is per- 
manently attached to the hub. 
Because of the new type of serration, 


the wheel has wider-than-usual lands 


providing more rubber surface for 
longer wear, but with no sacri‘ice of 
conformability or aggressiveness. The 
wheel has. in fact, more conformability 
than wheels with standard serrations. 
and leaves no mark on the work piece. 

The wheel is available in a 14” di- 
2”, 3” and 4” face 


widths. and in several durometers. It 


ameter with 1”, 


is believed, however, that 80, 55, 35 
and 20 durometers will be suitable for 
most applications. To facilitate the se- 
lection of wheels for a given job, 


$0 





























pe. 





harder durometer wheels are colored 
ved, and the softer durometer wheels 
are silver-gray. 

The wheel’s heavy (11 gauge) steel 
hub minimizes the possibility of in- 
transit or in-plant damage. 
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Coating Thickness Tester 
Unit Process Assemblies, Inc., Dept. 


VF, 61 E. 4th St., New York, N.Y. 


\ new non-destructive coating thick- 
ress tester, Model D-2, a 
portable instrument for both labora- 


Dermitron 


tory and production use, is stated to 
give fast, accurate and direct readings 
of virtually any coating on any base, 
including: metal coatings (such as 
plating) on metal base; non-metallic 
coatings (such as paint, anodizing. 


porcelain) on metal base; and metal 





films on non-metallic base (plastics, 
ceramics). 

The four 
measuring probes for extra wide thick- 


instrument comes with 
ness ranges from thin to thick deposits, 
and requires only a Ygth inch circle- 
area for measurement. The versatile 
device can also be used for sorting and 
matching of metals and alloys. 
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Non-Foaming Aluminum Cleaner 


Oakite Products, .Inc., Dept. MF, 
118 Rector St., New York 6, N. Y. 


A new, non-foaming cleaner re- 
moves identification inks, grease, oils, 
and other heavy soils from aluminum. 
The new material, Aluminum Cleaner 
No. 164, has been specially compound- 


ed to clean without foaming in agitated 
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tanks. Even without agitation its al)il- 


ity to remove difficult soils is said to 
be excellent. 

Used at 6 to 8 ounces per gallon of 
water, at temperatures between 160 
and 180°F., solutions of the cleaner 





are claimed to be completely safe on 
aluminum and its alloys. 
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Fire and Corrosion Resistant. 
Reinforced Plastic 


Haveg Industries, Inc., Dept. MF, 
900 Greenbank Road, Wilmington 8, 


Del. 


A new plastic resin reinforced with 


hberglass, is said to provide complete 





corrosion resistance to an even wider 
range of conditions than the best poly- 
resins. This new formulation. 


6610, has 
strength, while just as light in weight 


ester 


Haveg greater impact 





as polyester. A further advantage is 
sharply improved fire resistance. The 
new resin will not support combusiion. 


A complete range of standard and 





c e 
special tanks. fume ducts, hoods. tow- FF 





ers, trays, and other process equipment &F 
of this resin is now being offered. It § 
is claimed that any process equipment 
that can be produced in polyester glass 





can be successfully and economically 





tabricated from this new resin. While 






the range of chemical corrosion resist- 





ance is said to be substantially greater, 
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the prices reported are equal to, or 
less than, that of comparable polyester 
equipment, 
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LEA SATIN 


...2N modern 





SS F ® 
The Hallmark of 
Quality Products 














lamp fashions yhHLIGHTOLIER 


it’s 


a 
finish 
that’s 


As modern as tomorrow . . . this lamp from 
Lightolier’s Fleetwood Collection created by 
Gerald Thurston, engineered by Lightolier, 
and the trim satin finished with Lea Compound. 
Lightolier says this LEA Satin Chrome Finish 
was chosen because it’s modern, it harmonizes 
with other finishes and it’s extremely durable. 
And we might add that it’s a finish that's 
economical to produce. 
Why not go modern on your finishing 
SS line? Why not try a Lea Satin Finish 
on your product ? It will look terrific, 
it will have real consumer appeal and it will 
reduce your finishing costs. 


W rite or call us for an answer to your finishing questions. 














LEA GROUP 
serving the Finishing Field 
Lea-Ronal, Inc., Jamaica, N. Y 
Lea-Michigan, Inc., Detroit 
The Lea Mfg. Co., Waterbury, Conn 
lea Mfg. Co., of Canada, Ltd 
lea Mfg. Co., of England, itd 


Plating Polishing Butfing © 





Are you interested in Buffing, Polishing 


~ Utratartral 


PALL THIS.... 


Lea-Ronal specializes in plating processes and 
addition agents not only for high speed copper plating 


but for silver, gold, nickel, brass and other metals. Three points 
about Lea-Ronal Addition Agents are worthy of note: they are of 
superior quality, produce better results and are economical to use. 


We suggest that you look into the service Lea-Ronal can 


offer and make comparative tests with Lea-Ronal Plating Solutions 


and Addition Agents for operations you now carry on. 
Write us in detail and we'll be glad to recommend 
the proper Lea-Ronal product for your needs. 


Lea-Ronal «=: 


Sales and Manufacturing Plant: 
237 East Aurora Street, Waterbury 20, Conn 





The 








Main office and Laboratory: 


6- A 6 139-20 109th Avenue, Jamaica 35, N. Y. 
. 





and Burring Specialties? Stt [IHR Sill 


. 






















. . increase in allowable 
current density 
. . elimination of burning 


.. elimination of carbonate 
control 


. . bath less sensitive to 
variations in cyanide 
concentration 


. . much better plating than 
with conventional salts 
but at no more cost. 
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Portable Electroplating Unit 
Sel-Rex Corp., Dept. MF, 155 Man- 
ester Place, Newark 4, N. J. 





A new, extra large capacity “Jet 
Plater.” the portable complete electro- 


piating unit, has a capacity of one 
hundred gallons. The unit is complete- 
ly automatic in operation and consists 
of a Sel-Rex selenium rectifier with 
automatic timer; stainless steel tank 
(which may serve as the anode) fitted 
with a water jacket for temperature 
control: a movable work rack which 
accommodates a portable plating bar- 
rel: a centralized control _ panel 
equipped with Weston ammeter and 
Powerstat control; a filter; and a drip- 
proof pump with motor. 

According to the above manufac- 
turer the design of the new unit per- 
mits the construction of custom-built 
units in much greater than one hun- 
dred gallon capacities, with no design 
or “tooling up” charges having to be 
paid by the eventual purchaser. 

The name of the assembly is derived 
from the unique “jet” method of solu- 
tion agitation which is accomplished 
through a pump and perforated stain- 
less steel tube at the bottom of the 
plating tank. The resultant constant 
motion of the solution around the 
work, the manufacturer states, assures 
consistently smooth, even deposits, 
and high quality electroplating. 
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Detergent for Buffing Compound 
Removal 


Conversion Chemical Corp., Dept. 


MF, Rockville, Conn. 


Kenvert Sluff-Off, a new synthetic 
detergent, is designed to remove buff- 
ing compounds by its unique anti- 
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FUSED 
IMMERSION HEATERS 


FAMOUS THROUGHOUT 
THE PLATING INDUSTRY 
For Quality, Efficiency, Low Cost Operations 


OVER 100,000 INSTALLATIONS 
For alkaline or acid heating jobs, you can depend on 
CLEPCO ELECTRIC IMMERSION HEATERS 


CLEPCO STEEL and STAINLESS HEATERS 
will meet all your specific needs. 








PSs 







Low Heat Density — Long Life — Vapor-proof junction Box. 


SEND FOR COMPLETE INFORMATION 





THE CLEVELAND PROCESS COMPANY 


1965 EAST 57TH STREET * CLEVELAND 3, OHIO 
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staticising and synergistic properties of 
wetting the metal surface and reduc- 
ing interfacial tension between metal 
and compound. Its unusual properties 
permit the compound to slough off in 
sheets. The detergent is suggested for 
use on either ferrous or nonferrous 
metals, and works equally well in hard 
or soft water areas. Ferrous parts 
treated in this new detergent have a 
tendency to resist rusting. It is also 
recommended for tubbing processes in 
the jewelry field, and further as a bur- 
nishing compound for zinc die castings. 

The product should be used in steel 
tanks with steel coils and ventilation 
is required only if water vapors from 
cleaning solution are objectionable. 
Standard packaging is 5 gallon pails 
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and weight is approximately 9-14 
pounds per gallon. 
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Washing and Processing Machine 


The Alvey-Ferguson Co., Dept. MF, 
1223 Disney St., Cincinnati 9, O. 


This fully automatic cabinet type 
machine with its “traveling wash car- 
riage” was especially designed for 
cleaning and processing large, odd-size 
metal products. For cleaning, the ma- 
chine is equipped with automatically- 
timed wash and rinse cycles. These can 
be pre-set for any desired time periods 
and the operation is automatic. A sig- 
nal light indicates when the operation 
is completed. Cleaned at an elevated 
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...you can get a 500 G.P.H. 
plating solution filter... 


A new simplified con- 
struction principle makes 
this low price possible. 


The Sparkler Plater’s-Pal 
will handle all acid and 
cyanide solutions (except 
chromic acid and high 


chloride nickel). 


The Sparkler PLATER’S-PAL 


will filter 


Arsenic Cyanide 

Brass Cyanide 

Bronze Cyanide 
Cadmium Cyanide 
Copper Cyanide 
Nevtralizers (Cyanide & Borax) 
Tin Stannite 

White Brass Alloy 

Zinc Cyanide, 

Acid Copper Sulphate 
Acid Zinc 

Black Nickel Acid 
Cadmium Fluoborate 
Copper Fluoborate 
Lead Sodium Fluoborate 
Lead Sulfamate 

Nickel 

Palladium 

Tin Fluoborate 

Tin Nickel Alloys 


Sparkler plating filters are 
used in some of the largest 
plating plants in the world. 
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SPARKLER 


PLATER’S-PAL 


FILTER 





* Only clean solution flows through the 
pump—no excessive pump wear. 


* Visual inspection of all parts including 
filter plates possible without dismantling 
filter. 

* Al) solution reclaimed. 

* Completely enclosed but with easy access 
to operating parts. 

* Cover locks and unlocks with one quick 
opening connection—no cover bolts, no 
complicated sealing devices. 

* Can be cleaned and back in operation in 
10 minutes. 


* Positive uniform quality of filtration at 
all times. : 


Sold only through plating suppliers 


Sparkler Manufacturing Co. 
Mundelein, Illinois 
Sparkler International Ltd., with plants 
in Canada, Holland, Italy & Australia. 


Filtration engineering and manufacturing 
exclusively for over 25 years. 
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temperature, the hot parts dry quickly 
on removal. 


Combination cleaning and phosphate 
coating materials may be used in the 
wash tanks, and a small amount of 
chromic acid added to the rinse water 
provides a basic treatment that makes 
an excellent bond for paint. Separate 
wash and rinse piping assemblies 
mounted on reciprocating carriages 
supply full spray coverage from four 
sides. Individual pump and tank units 
are furnished for each solution. Solu- 
tions are returned to their proper stor- 
age tank by automatic drain sheets. 

The machine is installed in a pit at 
“track level.” Parts are loaded on spe- 
cially designed trucks which are push- 
ed into the cabinet. Removal may be 
made from the front, or the load may 
be advanced through the opposite end 
of the machine. The clearance of this 
particular unit will accommodate a 
loaded truck 4 ft. wide x 61% ft. high 
and 10 ft. long. 
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Clear Primer for Plastisol 


The Stanley Chemical Co., Dept. MF, 
Fast Berlin, Conn. 


Whether baked or air-dried, the new 
No. 69X-1406 clear primer provides 
excellent plastisol adhesion to metal. 
the company claims. The clear primer 
is transparent and colorless and can 
best be used under clear plastisol or 
for other applications where a colored 
primer would be objectionable. 

Colored variations of the new primer 
are also available. As a white primer 
No. 67X-832, it gives outstanding 
humidity and hot water resistance. s 
a yellow primer, No. 66X-5457, it up- 
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Copper Bath Purifier 


VacDermid, Inc., Dept. MF, Water- 
ry 20, Conn. 


\ new process for removing chro- 

ium from copper plating — baths, 
known as “Chrome Removal Process,” 
is available for use with the firm’s 
Rocheltex copper, standard bright cop- 
per, and the new high speed Z/T bright 
copper baths. The new process involves 
treating the copper plating solution 
with two prepared materials. Metex 
Precipitator and Metex Reducer, then 
carbon treating and filtering. This pro- 
cess results in the complete removal of 
chromium contamination. 

A distinct advantage of the new 
process is that the additive chemicals 
do not accumulate to build sufficient 
concentrations which would form bi- 
valent copper and create side effects. 
If recontamination occurs, the process 
may be repeated without concern for 
such side effects. 
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Tab Masks 


W. H. Brady Co., Dept. MF, 727 
W. Glendale Ave., Milwaukee 9, Wis. 


This pre-cut, self-sticking mask is 
removed quickly and neatly by means 
of a non-adhesive tab which is part 
of the mask. The new TAB mask will 
speed finishing wherever pre-cut masks 
are used — spray painting, anodizing, 
vacuum-metalizing, etc. 

The non-adhesive tab folds back out 
of the way when applied. To remove, 
merely grab the tab and pull. The new 
mask eliminates all use of tools or 
sharp instruments often used to re- 
move masks from a finished piece. 
There is no danger of scratching or 
marring a fine finish. 

The masks are pre-cut in any shape 
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you can. get this 


brilliant finish 
directly on 


zinc die castings! 





PART AS CAST 


NEW 
TIRIDITE) (Cast-Zinc-Brite) 


brightens zinc die castings by chemical 





TREATED WITH NEW IRIDITE 


polishing, protects against corrosion 


NOW, FOR THE FIRST TIME you can get a brilliant, decorative finish 
directly on zinc die-cast parts . . . without mechanical finishing, with- 
out electroplating! The luster is provided by the chemical polishing 
action of new Iridite (Cast-Zinc-Brite) solution. Even surface blem- 
ishes, such as cold shuts, are brightened by this new process. No 
electrolysis. No special equipment. No specially trained personnel. 
Just a simple chemical dip for a few seconds and the job is done. 
And, this new Iridite has been tested and proved in production. 


CORROSION RESISTANCE, TOO! New Iridite (Cast-Zinc-Brite) provides 
exceptional corrosion resistance for bright-type chromate finishes . . . 


.also guards against blueing or darkening by eliminating zinc plate 


formerly required in bright chromate finishing of zinc die castings. 


AS A BASE FOR ELECTROPLATING—Lower mechanical finishing costs are 
possible where plated finishes are required since the brightness pro- 
vided by this new Iridite may be sufficient. 


LET US SHOW YOU what Iridite (Cast-Zinc-Brite) can do for you. Send us at 
least a half-dozen typical zinc die-cast parts for FREE PROCESSING for your 
own tests and evaluation. Or, for immediate information, call in your Iridite 
Field Engineer. He's listed under “Plating Supplies” in your classified 'phone 
book. IMPORTANT: when you give us samples for test processing, please be 
sure to identify the alloy used. 
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THE NEW VERSATILE 
NON - DESTRUCTIVE 
COATING - THICKNESS 


TESTER 


DERVT RON 
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The system is equipped with roughing, 
backing, and air inlet valves, in addi- 
combination 
valve and baffle located above the dif. 
fusion pump to minimize backstream- 
ing of oil vapors. To simplify opera- 
tion, all controls are cabinet-mounted 
and easily accessible. 


tion to a_ water-cooled 


poihadr: Vieimaaebeanei aie 


Unit Process Assemblies, Inc., pioneers in non-destructive testing and specialists in 
electronics for metal finishing, offer their latest DERMITRON D-2 with these features: 


@ Measures plated coatings on steel, brass, 
copper, zinc die-cast, aluminum, nickel- 
silver, bronze and other metals; also nickel 
on steel. 


@ Available with FOUR measuring probes for 
extra-wide thickness ranges from thin to 
thick deposits. 





@ Special probes can be provided for measur- 


































@ Measures anodize and hard-coat on alumi- 
num and magnesium; also paint, porcelain, 
organic coatings on non-ferrous metals. 





@ Measures metal coatings on plastics, ceram- 
ics and other non-metallic materials. 


@ Sorts or matches metals and alloys. 


Write for latest brochure and questionnaire to help solve your thickness testing problems. 


UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street « New York 3, N. Y. 





and otherwise inaccessible areas. 


@ Only 1%” circle area required for measure- 


e@ You get fast, accurate, direct readings plus 
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ing on internal diameters, small diameters 


ment. 


versatility and portability. 








to exact specifications. They can be 
furnished in a variety of masking tapes 
to suit most finishing conditions of 
temperature, bake cycles and materials. 
Low mounted on 
handy dispenser cards for fast applica- 
tion and easy storage. 
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Vacuum Metalizing Unit 
Rochester Div., Consolidated Elec- 
trodynamics Corp., Dept. MF, 1775 

Mt. Read Blvd., Rochester, N. Y. 


A new vacuum system is now avail- 
able for laboratory, pilot plant, and 
limited production use, and was de- 
signed primarily for laboratory coat- 
ing of various materials with vapor- 
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ized metals. Known as the Type LC1- 
1SA vacuum system, it features a high- 
capacity pumping system which re- 
duces pumping time, and offers a com- 
plete line of standardized accessories 
for increased versatility. 


The system includes a 
three-stage oil diffusion pump and 
affords a choice of 13, 15, 27, or 130- 
cfm mechanical pumps for roughing 
and backing. These pumps are opera- 
ted by circuit breakers and are inter- 
locked to prevent improper sequenc- 
ing. An 18- by 30-inch Pyrex bell jar 
is the work chamber. It seats on a 
baseplate which has holes for vacuuin- 
gauge sensing tubes, filament heating 
electrodes, and optional accessories. 


pumping 
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The unit, with a 13-cfm mechanical 
pump, is 114 inches high, 39 inches 
wide, 54 inches deep, and weighs 97() 
pounds. 
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Top Coating for Vacuum 
Metalizing on Metals 


Logo, Inc., Dept. MF, 12933 S. 
Stony Island Ave., Chicago 33, Ill. 


A new top coat for vacuum metaliz- 
ing all types of metals is claimed to 
have superior physical properties as 
compared to lacquer and enamel type 
coatings. M-241, a sprayed and baked 
material, is claimed to impart a mirror 
like brilliance. The hardness of this 
coating is between 7H and 9H pencil 
hardness. Abrasion resistance is claim- 
ed to be 48% better than average lac- 
quer type coating used in vacuum me- 
talizing. The humidity resistance equals 
1,500 hours at 110°F., 100% R.H. 
Upon exposure to ultra violet light, it 
shows no tendency to yellow or darken. 
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Plating on Aluminum 


Northwest Chemical Co., Dept. MI 
3910 Roselawn Ave., Detroit 4, Mich. 


A new improved zincate bath fo: 
the treatment of aluminum prior t 
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ting. “Alkalume Pre-plate.” provides 
ath that is effective and economical 
any type of plating. 
features claimed for the process in- 
de the ability to deposit an ex- 
mely fine grained. uniform coating 
one pass; elimination of adhesion 
wblems: low surface tension result- 
in faster draining and reduced 
agout; tolerance for chromium 
hich assures continuous operation 
iid longer life. The chromium is con- 
erted to a harmless form that elimi- 
ites the disposal problem. The mate- 
ial is harmless to rack coatings and 
has no objectionable odor. 
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Traveling Buffing Head 


Hammond Machinery Builders, Inc.. 
Dept. MF, 160] Douglas Ave., Kala- 


mazoo. Mich. 


A new Traveling head. known as 
Model 50-108, travels with the work. 
providing more buffing time on areas 
that are difficult to reach. It can be 
used on straight-line conveyors and on 
certain continuots rotary automatic 
applications. As the work approaches 
the wheel, an air cylinder is energized 
for forward stroking variable up to 5”. 
At the end of the stroke, the air cyl- 
inder returns the head to pick up the 
next piece of work. The speed of 
travel can be synchronized with the 
conveyor speed through a hydro-check 
cylinder which is also used to provide 
smooth forward movement. 

A dovetail way provides horizontal 
adjustment and a handwheel is used 
for vertical adjustment of the column. 
Head can be rotated 360° around col- 
umn and is readily positioned to the 
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_ BOTHERED BY THE HIGH COST 
_ OF TANK LINING FAILURES? 
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| Tygon linings are really economical. 
| Not necessarily from the standpoint 
of low first cost (which can be very 
misleading), but more important, 
they provide greater corrosion re- 
sistance — more positive protection, 
hence longer trouble-free service life. 
Tygon’s outstanding resistance to 
oxidizing acids, alkalis, oils and 
greases make it suitable for jobs too 
tough for other lining materials to 
handle. Excellent dielectric proper- 
ties guard against current loss. Non- 
oxidizing, flexible, and resilient, it 
resists aging, wear and abrasion. 


257-E 


Send for your copy of the 
fact packed, illustrated Tygon 
Lining Bulletin No. TL-526 





- 
‘ 






ho 


Where solution visibility is impor- 
tant, Tygon white linings permit 


maximum visual quality control. 
Seamless, jointless Tygon linings are 
installed by a licensed Tygon appli- 
cator in your area, reducing delivery 
time and freight costs to a minimum. 


Tygon is the perfect membrane for 
oversheathing with USSCO acid 
brick. Built-in-place tanks, tank piers 
and foundations are lined at your 
plant to your specifications by trained 
field applicators. And our engineer- 
ing service stands ready to help with 
all your lining problems. 


PLASTICS AND SYNTHETICS DIVISION 


U. S. STONEWARE 


AKRON 9, OHIO 
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work. It can be used with buffs, set-up 
wheels, abrasive belts. and wire or 
tampico brushes. V-belt drive for 3, 
5 and 7-14 HP motors can be supplied. 
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Cleaning Process for Copper 


Becco Chemical Div., Food Machine- 
ry and Chem. Corp., Dept. MF, Buffa- 
lo, N. Y. 


A new surface-cleaning process for 
copper, both rolled and drawn prod- 
ucts, is stated to greatly improve its 
bonding properties and to delay re- 
tarnishing. Instead of the usual acid- 
pickle, the new process employs a safer 
and more easily handled water-solution 
of ammonium persulfate at room tem- 


19357 


perature, in which the copper is given 
a 30-second dip. Surface films are 
completely removed, a slight etch is 
imparted to the surface. and re-tar- 
nishing is considerably retarded. 

The pickling solution in the new 
process is only mildly acid and does 
not develop dangerous fumes or spray. 
Preliminary adhesion tests show excel- 
lent bonding properties for copper strip 
and wire which have been cleaned by 
the new process. And while tarnishing 
is certainly not entirely prevented, evi- 
dence so far accumulated shows that 
it will be delayed for as much as two 
weeks, which will be ample for most 
step-by-step processing of copper prod- 
ucts. 
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SELL US 


PURE OR 


CONTAMINATED 


NICKEL 


FOR DIRECT MILL SHIPMENT 
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DEPT. 572 


6500 E. ROBINWOOD 
DETROIT 34, MICHIGAN 









Phone —TWinbrook 3-0800 


Other Divisions: Wolverine Steel Sales Co., Korman Barrel and Bag Co. 
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Steam Cleaning Unit 
Turco Products, Inc., Dept. MF, 


6135 S. Central Ave., Los Angeles 1, 
Cal. 


The Steamerette is an injector unit 
that uses existing steam supplies for 
steam cleaning, paint stripping, phos- 
phating or sanitizing. The new prod- 
uct is said to provide complete steam 
cleaning facilities for a fraction of the 
usual cost. 

The device is easily operated, re- 
quiring only the adjustment of one 
valve. It will operate in the range of 
40-140 psi steam and has a powerful 
impinging force at all pressures within 
this range. A built-in pressure gauge 
indicates the operating pressure, elimi- 
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nates fluctuating, and assures unifor 
cleaning. Quantity and pressure of s 
lution at the nozzle may be varied | 
provide every type of delivery, from 
slow full stream at moderate temper 
ture, to a hot driving blast for hea 
cleaning. 

The new steam gun is easy to insta 
and economical to maintain. Sin: 
there are no pumps, motors or cost 
complicated equipment, maintenance | 
minimized, The unit will not clog . 
overheat, even under the most advers 
operating conditions. It is quickly at 
tached to any steam line maintaining 
an open pressure of 40 pounds o; 
more. Easily portable, it can be quick- 
ly disconnected for removal to othe 
parts of the plant where its services 
are required. 
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Thermo-Setting Plastic Flooring 


United Laboratories, Inc., Dept. MF, 
16801 Euclid Ave., Cleveland 12, O. 


Certified thermo-setting plastic is a 
floor surfacing highly resistant to oils, 
greases, solvents, all organic acids, 
juices, and most inorganic acids. It 
needs no bond or sealer, adheres ten- 
aciously to old base of concrete, brick, 
steel, wood, mastic, glass, or other 
surfaces. 

It is easy to apply, easy to clean, 
rugged in its resistance to traffic, and 
has ari attractive warm gray color. 

A medium grading of aggregate; a 
unit covers 14” thick, about 20 square 
feet. Finishes with a slightly pebbled 
grain finish. A fine grading of aggre- 
gate; a unit covers 14” thick, about 
35 square feet. Finishes with a smooth 


skid-resistant finish. Temperature 


should be above 50°F. although appli- 
cation may be made at lower tempera- 
ture by providing heat from a_ heat 
lamp or other source. 


A Unit consists of 3 parts: A liquid 


setting agent (A), a liquid resin (B), 


a dry chemically inert graded aggre- 

gate (C). All are separately packed in 

a compartmented 5 gallon pail. 
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Bench Grinder 
Curtis Machine Div., The Carborun- 


dum Co., Dept. MF, Jamestown, N. Y. 


The new Model DBA-O bench grind 
er is lightweight and compact, and is 
available in both single or three phase 
current. The 6” diameter, 2” wide con 
tact wheel is driven by a 0.6 HP moto: 
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loping a speed of 5,100 s.f.m. By 
of direct drive of the contact wheel 
e is no loss of power or speed of 
abrasive belt. The speed provides 
‘k, cool stock removal on all appli- 
ms such as: grinding, polishing 
| deburring. The idler arm incorpo- 
s belt tracking 
chanisms and can be rotated 360° 


and tensioning 


sund the spindle to provide opera- 
position. The standard 


ovr 


Ww ide by 40 


n in any 
rasive belt size is 2” 
ng. 

For squaring, champfering, and bev- 
cling. a platen attachment is available 
at a slight additional cost. This platen 
is attached directly to the idler arm 
end maintains its relationship to the 





abrasive belt without adjustment re- 
gardless of the position of the arm. 


‘ 
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Protective Treatment for Brass 


Logo, Inc., Dept. MF, 12933 S. 
Stony Island Ave., Chicago 33, Ill. 


Brasslyfe is a process that passivates 
and protects brass in one application, 
according to the above manufacturer. 
\n air dry spray material, it is claimed 
to passivate brass and prevent tarnish- 
ing and finger stains from appearing 
after the parts have been shipped. It is 
also claimed to produce a hard, tough, 
durable coating that shows excellent 
weather and humidity resistance. It 
can be sprayed, dipped or brushed and, 
while chemical reactions continue for 
several days, parts can be packaged 
within an hour after application. 
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METAL FINISHING, 


Look 
no 
further... 





TRY 









April, 


Corrosion-Resistant Valve 


Walworth Co., Dept. MF. 60 E. 42nd 
St., New York, N. Y. 


The first all-plastic Y-globe valve 
with full flow passage is made of rigid 
polyvinyl chloride. The new PVC valve 
provides tight shutoff and flow control 
of alkalis, acids, inorganic salt solu- 
tions and other corrosive fluids. 


A special bonnet and gland nut de- 
sign provides an absolute leak-proof 
unit. Because of its sturdy construc- 
tion, the valve will operate successfully 
at pressures up to 150 psi at 75°F. An 
all-plastic assembly increases its dura- 
bility. Each part is resistant to outside 
corrosion from plant fumes, drippings 
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uUrce y BURNISHING - TUMBLING 
and CLEANING COMPOUNDS 


You'll find what you’re looking for in metal finishing compounds when you look 
to Rutley. Rutley burnishing, tumbling and cleaning compounds are superior be- 
cause Rutley makes a specialty of developing and formulating products exclusively 
for the metal finishing industry. For unusually fine finishes, more consistent per- 
formance, and substantially less rejects try Rutley compounds. . . 
less because they save so much valuable production time. 


they cost you 


If you have a special problem why not let a Rutley technician help you solve it. 
For further information write for Rutley Bulletin P-4. 


UTLEY 


niusleleds. » WIC 


415 Greenwich St., 
New York 13, N. Y. 
Phone: WOrth 2-1279 





One of a series of ‘“‘ Rutley-Toons.” &'2x11 reproduction FREE on request. 
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5 


and other atmospheric hazards. Life 
of the valve’s packing is prolonged 
through a tapered back seat on the 
stem which permits repacking under 
pressure. The same design also reduces 
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: ATLANTIC 
GREASELESS 


PLASTIC TUBES 


eliminates peeling of the container 


COMPOUNDS 


in application. 
Revolutionary! — Try it! 





ATLANTIC GREASELESS COMPOUNDS 
offers a new plastic container, the most 
pesYole(-soeWeel-t0eColo Me) MW ole col cece stole mo) mle pecoyethy 
rot ele ME =Tot-t-Mo) Mog 0) o) bleed blo) eM} Coteloletce Modi t test G 
num package and foil lined fibreboard 
containers available if desired. 





Foil lined, 
fibreboard container 


igidly controlled uniformity’ of 
ATLANTIC COMPOUNDS helps you 
FeolesbettodteMmm Zoltt ame otlefeMmb ated t=) ebbele MEI le teelotde tm 
This dependable uniformity is assured by 
the highest grade ingredients and by 
extremely close quality control in manu- 
Ho Coh be bele i 

| BTS Zo) (Yo MD col LT-ThZ) b AME COMM 0) cole i Cosbete MET L-> & 
for) Yo MMe ba-Tot-1-)(-\-<- Mole} os} ecehttete (Mma Ul Cots ile 
maintains constant research striving for 
continually improved products. Technical 
assistance and data available upon 
bg -te abt -1-1 6 












Plastic or Aluminum Tube 


1860 BALDWIN STREET WATERBURY, CONNECTICUT 
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Certain franchise territories available — your inquiries are invited. | 


II UMP 





















pressure on stem packing when valve 
is opened completely. 

The valve is available with threaded 
and solvent-weld socket-type ends for 
l-inch pipe. Other sizes, from 1% 
through 2 inches, will be available 
soon. 
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Wet Blast Machine 


Clementina Lid., Dept. MF, 2277 
Jerrold Ave., San Francisco 24, Calif. 


The new Clemco Lik-Wid Hone is 
claimed to be the simplest yet the most 
efficient wet pressure blaster in use 
today. A press of a button starts the 
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agitation of the slurry immediately, » 
matter how long it has been standin 
idle. 

Distinct advantages include visibi 
ity with wide window and foot co: 
trolled window washer; the fas 
changeover of abrasive with drai: 
plus pump action cleans the unit in 
matter of minutes. 

The installation consists merely o 
attaching a |” air line and 14” wate 
line, plus 220 V 3 ph and 110 V ele 
trical connection. 
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Low Cost Tumbler 


Speed King Mfg. Co., Div., Th 
Jaeger Machine Co., Dept. MF, Colum 
bus 16, Ohio. 





An electric-powered tilting drum 











mixer costing less than $400, originally 
designed for mixing concrete, has 
proved ideally adapted for low cost 
tumbling of small brass and stainless 
steel parts. Not only does the mixer 
cost less than conventional machines 
designed for this type of work, it has 
a larger capacity. Its 7 cu. ft. drum 
cleans O rings, C rings, etc., and 
discharges them into containers, ready 
for shipping. The drum is coated with 
automobile undercoating material to 
reduce noise to a minimum. 
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Ball Transfer Conveyor 


Metzgar Conveyor Co., Dept. MF, 
412 Douglas St., N. W., Grand Rapids, 
Mich. 













Nylo is the trade name of a new ball- 
transfer unit which the above manu- 
facturer claims lasts 10 times longer 
than the conventional all metal units. 
The diagramatic drawing in the illu- 
stration shows how the new design 
(pat. pending) differs from conven- 
tional designs of ball transfer units by 
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 SELF- CLEARING 
ie BALL TRANSFER 


a Diogram shows 
‘ Selt-Clearing 
Feature ———\ 














.aving the bottom of the retaining cup 
entirely open to permit continuous self 
clearing and prevent clogging. The cup 
is designed to support the ball on fric- 
tion-reducing protrusions that require 
no lubrication, and the cup is slotted 
to permit the ball to be snapped in or 
out without tools for total cleaning. 
The entire unit has proved in tests to 
he impervious to all food acids, steam 
cleaning, salt brine, detergents, mild 
acids, alkalis, oil, sand, grit and all 
weather conditions. Standard units are 
designed for pressure mounting in ;°;” 
H. R. steel plate. 
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Automatic Cleaning Machine 


Ransohoff, Inc., Dept. MF, N. Fifth 
St. and Ford Blvd., Hamilton, O. 


A new automatic work and tote pan 
cleaning machine does the work of two 
machines, saves 50° on floor space, 
prevents mixing of work and reduces 
manual handling. The machine is wide- 
ly adaptable for any parts handled in 
tote pans, boxes and similar containers. 
It receives tote pans of work, dumps 
the work into a drum type washing 
section, then carries the upside down 
tote pan through an integral conveyor 
type washing section above the drum 
section where work is processed. Both 
work and tote pans are washed, rinsed 
and dried. Tote pans return to the dis- 
charge end of the machine ahead of 


Pe a 
fr . 





tAution: 





OAnNGEROUS 


KEEP CONTAINER CLOSED 
100 Le. NET 





Sica, 





“oot, 


Every batch checked. Every 
| can filled with a full weight of 
extra high quality 99.75+% 
Chromic Acid. Prompt delivery 
from ample factory and nearby 
distributor stocks. Why not order 
BFC Chromic Acid next time? 





Me, 
"SHES AND coarings, INC 





' BFC 


Extra igh Purity 


MIC 


FLAKE 





BETTER FINISHES 
& COATINGS, INC. 
268 Doremus Avenue, 
Newark 5, New Jersey 


2014 East 15th Street, 
Los Angeles 21, California 
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the parts they formerly contained. 
Then the clean, dry batch of work is 
loaded, automatically, into the same. 


clean and dry tote pan. 
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This particular machine was design- 
ed and built for a wash, rinse and dry 
sequence but the machine can incorpo- 
of cleaning, 
pickling, phosphate coating, and simi- 


rate any combination 
lar operations. Processes unnecessary 
for the tote pans or other containers 
would be eliminated in the conveyor 
section. 

A single pump and motor recircu- 
lates solution to both drum and con- 
veyor sections at each stage, effecting 
additional savings. Tanks are heated 
by gas immersion tube pressure type 
gas burners and drying air is heated 
by a direct fired type burner. Tanks 
and drying air can be heated by steam, 
oil or electricity as required. The ma- 
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chine is approximately 28’ long. 7-! 
wide and 11’ high. 
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Cable Conveyor 


The Tipp Viz. Co.. Dept. VF. Tipp 
City, O. 

Standardized floor-mounted supports 
specifically designed to simplify 


and reduce the 


are 
cost of installing over- 
head cable conveyors. Pre-assembled in 
the factory and shipped knocked down, 
but they may still be “tailored” easily 
to fit particular requirements and con- 
ditions, 

Biggest advantage of the new floor- 
mounted supports is that they eliminate 
the 
cable conveyors when roofs are weak, 


problems involved in_ installing 
too high, or cluttered with supports for 
other equipment and utilities. The new 
lag bolted to the 
floor or may be simply placed on the 


supports may be 
floor and then sway-braced to plant 
walls. In most cases, installation is so 
simple that a plant’s own maintenance 
force can erect cable conveyors incor- 
porating the new supports in a rela- 



































STANDARD JOINT 
*— HANGERS 
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DRIVE q 
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ROUND PIPE 
i} <— STANCHIONS 














= 


tively short 


~ 


time. Thus, there is no 
need for the engineering, scheduling 
of erection, and lengthy down-time 
formerly required in connection with 


conveyor installations. 


Pre-engineering hollow pipe stanch- 
ions are used with standard brackets 


Belt Polishing Machines 


Hi-Lite Polishing Machine Co., Inc., 
Dept. MF, Route 2, Sheboygan, Wis. 


Three new coated abrasive belt ma 
chines have been designed for grind- 
ing and polishing large diameter tanks, 
such as are used in the dairy, chemical 
and food processing industries. The 
machines are: a seam weld grinder 
and polisher, an ID tank grinder and 


| GREATER THAN 
BOLT TO FLOOR~, \ 20 FEET 
N\A — 





+ STANCHIONS HERE 
IF DISTANCE |S 





and adapters to make up the supp: 
and all the parts are completely intey- 
changeable with existing Tipp equ 
Bolts 


assemble the cable conveyor Syste! ~ 


ment. are used exclusively 


to insure easy assembly and alteration, 


106/Circle on Readers’ Service Cai 





polisher, and a tank head grinder and 
polisher. 


The seam weld grinder and polishe: 
is designed to handle seam welds on 
flat sheets or open end tanks with a 
minimum of 30” in diameter, up to 
10’ long, with machines available to 
tanks, 


Coated abrasive belt speed is 6,500 


accommodate longer length 


s.f.p.m., and the grinding head has a 





traverse speed of 20 f.p.m. An auto. 





















The plate always streaks andbub- go 
bles in this deep groove. We're 
not getting all the buffing com- 
pound out, even tho we dumped 


the electrocleaner just yesterday 














































METAL 


And only 5 ounces a gallon at 160°? 
We'll give it a whirl. . . Say, 

‘Al, how'd you learn 

so much about plating? 
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‘To work for 
Pennsalt, | had to | 
learn not only your 
problems but the 
problems of the 
( drawing shop, the 

paint shop, the por- 
celain enamel boys, 
the aluminum fabri- 
cators — everybody 
who uses chemicals 
on metal.” 
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cutting oil applicator operates 
when the belt is in contact with 
irk. Depending on the weld, belt 
< run from 1” to 2144”, and close 
icy is possible so as not to under- 
he weld or disturb the finish on 
side of it. 


. gantry type seam weld grinder is 


available for grinding welds 
re multiple steel sheets have been 
ied. The sheets are held in place by 
clamps as the abrasive belt grind- 


head moves over them. 


lor polishing the inside diameters 
f open end cylindrical tanks, the ID 
tank grinder and polisher produces a 
uniform longitudinal scratch pattern. 
lhe machine is designed for tanks 
ranging from 33” to 20’ in diameter. 
and up to 12’ long, and utilizes a 6” x 
1.18’ coated abrasive belt. The abrasive 
Lelt is mounted on a traversing grind- 
ing head which lifts from the work 
at the end of each pass, allowing the 
tank to be rotated. The amount of 
overlap of each successive belt pass 
can be closely controlled, and the rate 
of carriage travel is variable. All con- 


trols are centralized on a master panel. 














, 


The machine is approximately 8’ wide 
by 22’ long. and has a belt speed of 
6.500 s.f.p.m. with a traverse speed of 
up to 20 f.p.m. The abrasive belt is 
lubricated with an automatic oil spray 


device to lengthen belt life and pro- 


duce a uniform finish. 
\ companion machine to the seam 
tank 


grinder and polisher, which operates 


and ID grinders is the head 
on the basic principle of a swing 
grinder. The unit is designed so that 
the operator has full vision of the 


point of contact. The machine utilizes 





a 1”, 1%” or 2” 


coated abrasive belt 
cunning over a serrated rubber 
wheel. with a_ belt 


s.f.p.m. 


contact 


speed of 6.500 


The head grinder can be used on 
either the inside or outside of pressed 
or spun stainless steel heads, which are 
held by either mechanical or vacuum 
clamping methods. The standard model 
head grinder will accommodate tank 
heads up to 6’ in diameter. 
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New, Fast Method of Buffing 
Printed Circuit Surfaces 


Vaplewood Companies, Dept. MF, 
P. O. Box 113, Livingston, N. J. 


The above firm claims to have per- 
fected a bufling method which leaves 
printed circuit sheets dry, clean and 
uniform. in which the sheets are run 
continuously. doing either one side 
only, or both sides simultaneously, at 
the direction of the operator, at a 
production rate exceeding 60 square 
feet per minute. Moreover, no tooling 


is required, whether the sheet size is 








€ Gotta hunch. I'll bet Al 
Pope from Pennsalt 
can beat this. 


















































| think we can get these shells perfectly . 
clean...and save you money besides, 

by letting you run your tanks cooler. 

I'll check our Whitemarsh lab. 



































£ Al, your service is #6 good as your ‘ Remember — nobody knows more about metal proc- 
Two Weeks Later... siesta. naianidentaceniaiaen ms tc essing chemistry than Pennsalt. Even if your trouble 
= ai thet buffing siitte ; ne ne may not seem to involve your Pennsalt salesman, call 
him in anyway. Or write 
~ Kod work on it.  etandasipcebeneemaetedeetetemeates 7 
| = =F | z = 1 sata sob 2 ema mee 427 Pennsalt 1 
. E ‘ 1 Pennsalt Chemicals . 
‘fe , Mo ! 3 Penn Center Chemicals 
' \ NI ; Phila. 2, Pa. 
a #. Ll , Please send me information on Pennsalt i 
= ; _J metal cleaners [) phosphate coatings ' 
fs =I = =F | | () cCold-working lubricants. r 
—~—_—-— ae 1 Name | 
rz Bll Company 
‘4 | Street , 
1 City Zone___State__..—si| 
_ a 
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”” 


L2’’ x 12” or 36” x 36”. The firm will 


gladly process samples for prospects, 
upon request. 
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BUSINESS ITEMS | st —_ 


iy 


Coxe New Manager of Handy 4 ? 
& Harman Metallurgical Dept. ttt . 
i : 











Charles D. Coxe 


Handy & Harman, manufacturers 
and refiners of precious metals and 
alloys, has anonunced the appointment 
of Charles D. Coxe as manager, metal- 
lurgical department. 

His responsibilities will include op- 
eration of the company’s technical and 
assay laboratories, technical control in 
plants and powdered metal products 
manufacturing. 

Mr. Coxe became affiliated with the 
company in 1946 as chief metallurgist, 
technical laboratory. Subsequently he 


SAE A a NR og Fm enh Sra ce 


was made assistant manager, metal- 
lurgical department. Earlier, he had 
spent 10 years in research and de- 
velopment work with duPont and Rem- 
ington Arms Co., and three years with 
the steel industry. 

He holds a degree in Metallurgical 
Engineering from Lehigh University. 


Charles F. Radley Retires from 
Active Duty with Oakite Products 





Charles F. Radley, one of the origi- 
nal directors of Oakite Products, Inc.. 
has retired from active duty as director FEDERATED products: 
of publicity and member of the com- | Aluminum, Babbitts, Brass, Die Casting Metals, Fluxes, Lead and Lead 


pany’s board of directors. He is, how- Products, Magnesium, Plating Materials, Solders, Type Metals, Zinc Dust 
ever, continuing in the employ of the 
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Brighter Plating 
at lower cost! 








Competitive testing at ASARCO’s Central Research Laboratory 
has proved that Federated Plating Brighteners will do a better 


job at lower cost. 


CADMA® for cyanide cadmium plating, is compatible 
with all organic brighteners, comes with an adjuster solu- 
tion to give you brilliant results, even from a new bath. 
No break-in is required. 


ZIMAX in powder or liquid form, is most economical 
to use. It is applicable to every type of zinc plating opera- 
tion, and is compatible with most other zinc brighteners. 


NIMA® is a highly concentrated nickel brightener for 
use in barrel nickel plating. Five cents worth is enough 
for approximately 50 pounds of work. The deposit is 


ductile and extremely corrosion-resistant. 


Send us a sample of your plating bath. Then follow the simple 
instructions that we give you. You'll get better results, at lower cost! 











|B Sede Métela 


Division of 


AMERICAN SMELTING AND REFINING COMPANY 


120 Broadway « New York 5, N.Y. 
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company as a consultant on advertis 
ing. public relations, and general man 
agement policy. 

Employed in 1917 as editor of Oak- 
ite News Service, the firm's external 
publication, Mr. Radley was elected to 
the board of directors in 1926. when 
that company was organized as suc- 
cessor to the original Oakley Chemical 
Co. He was appointed director of pub- 
licity in 1927. For the past thirty years 
he has been responsible for the firm’s 
entire industrial advertising program, 





Charles F. Radley 


including trade publications. exhibits, 
direct mail, literature. and printing. 


Magnuson Products Establishes 
Scholarship 


Establishment of a scholarship at 
Lehigh University, Bethlehem, Pa., as 
a memorial to Edward Magnuson, 
founder of Magnuson Products Corp., 
has been announced by /ngrid Magnu- 
son, president of the company. 


The scholarship, which will be acti- 
vated in the spring semester of 1957, 
will be awarded annually by the Uni- 
versity to an undergraduate on the 
basis of need, scholarship and charac- 
ter. 


Allied Research Appoints Horelick 


Allied Research Products, Inc., Balti- 
more, Md. manufacturers, of the 
chromate conversion coatings and plat- 
ing chemicals, announces the appoint- 
ment of Jules Horelick as staff execu- 
tive assistant to H. C. Irvin, president. 

In his new capacity, Mr. Horelick 
will play a major role in the firm’s 
new and extensive program of product 
expansion and development and will be 
directly responsible for market research 
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ANOTHER P. V. C.” 
SUCCESS 





Plating tanks ... 
... baskets and trays . 
were a frequent source of interrupted produc- 
tion when corroded metal equipment needed 
replacement. 
metal to protect against the acids and corrod- 
ing fumes did not solve the problem. 
since Scintilla Division's conversion to P.V.C. 


* Rigid Polyvinyl Chloride 
(P.V.C.) Fabrication by 
Industrial Plastic Fabricators — 
the new material of construction 
— is being used for 90% of 
the equipment at Scintilla 
Division’s new Plating Rooms. 


STORY 
BY 








Scintilla Division 
of Bendix Aviation Reports 


Maintenance-Free P.V.C. Service 


stands . . . exhaust systems 
. and drainage troughs 


Even costly rubber lining of the 


But — 


— no replacements, no slowdowns, no lost time. 


These facilities, generally 
recognized as the most modern 
in the country, have used 

IPF Products without a 

single replacement. 





IPF blowers, hoods, tanks, ducts, piping systems, 
valves, nuts and bolts, and machine parts can 
also solve your corrosion problems. P.V.C. is a 
lightweight, smooth surfaced, nonporous, plastic 
material. 
insure long life — reduced maintenance costs. 


Its inherent anti-corrosive qualities 


For further information write for bulletin 103. 


MANUFACTURED BY 


Endustrial plastic fabricators. inc. 


NORWOOD, MASS 


NOrwood 7-341! 
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Jules Horelick 


100 


with relation to new and existing prod- 
ucts. 

Mr. Horelick has been with the com- 
pany since its inception in 1947, his 
most recent capacity having been as 
manager of a subsidiary operation, 
Allied Metal Finishing Corp. Prior to 
joining Allied Research he had gained 
a wide experience in metal finishing 
through associations with other com- 
panies in the field. He is a graduate of 
the University of Illinois and is also 
the current president of the Baltimore- 
Washington Chapter of the A.E.S. 


H-VW-M Names Nairne 
Manager of Buff Sales 


Hanson-Van Winkle-Munning Co. 
has announced the appointment of 


METAL 


FINISHING, 


William A. Nairne 


William A. Nairne as manager of buff 
sales. His headquarters will be located 
in Grand Rapids, Mich., at the com- 
pany s midwest plant. There he will 
be closely associated with the firm’s 
buffing program and staff of finishing 
engineers in the continuing develop- 
ment of a complete line of buffs for the 
metal-finishing and allied industries. 

For the past three years Mr. Nairne 
has served as sales representative in 
the company’s San Francisco area. Be- 
fore joining H-VW-M in 1954, he was 
associated with the A. J. Lynch & Co. 
of Los Angeles, serving as manager of 
that company’s plating division. 

During World War II he served as 
an officer with the U. S. Army, and 
was awarded the Silver Star, Bronze 
Star and Purple Heart with cluster. He 
is a graduate of the University of 
Arizona, and a member of the Amer- 
ican Electroplaters’ Society. 


Betts Appointed by Armour & Co. 


The Coated Abrasives Division, Ar- 
mour and Company, Alliance, Ohio. 
announces the appointment of Frank 
H. Betts as a new sales supervisor for 
the Detroit area, specializing in auto- 
motive manufacturer sales. 

Prior to joining the firm, Mr. Betts 
was associated with Sterling Grinding 
Wheel Co. He is a graduate of Wayne 
University. 


Cherry Elected President 
George L. Nankervis Co. 


The board of directors of the George 
L. Nankervis Co. has announced the 
election of Harold M. Cherry as presi- 
dent, following the recent death of 
George L. Nankervis, founder and for- 
mer president of the company. Mtr. 
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Harold M. Cherry 


Cherry has been associated with the 
corporation since 1944 and was senior 
vice-president. He is a graduate engi- 
neer from the University of Michigan 
and a resident of Huntington Woods. 
He is a member of the American Ord- 
nance Association, The Engineering 
Society of Detroit, and the American 
Electroplaters’ Society. 

The board of directors also ap- 
pointed Claude E. Cox, Henry W. 
Grikscheit, 
Stanley R. Andersen to the executive 


Vernon G. Converse and 


committee. 


Diamond Alkali to Construct 
New Plant 
Alkali Co., Cleveland, 


Ohio, a leading producer of both or- 


Diamond 


ganic and inorganic chemicals for in- 
dustry and agriculture, has announced 
plans for constructing a new plant to 
produce 50-million pounds of vinyl 
chloride monomer annually. The new 
facility will be located at Diamond’s 
Deer Park Plant at Houston, Texas. 

This new vinyl chloride monomer 
plant will be designed and engineered 
by Scientific Design Co.. Inc., New 
York. Brown & Root, Inc., of Houston, 
construction engineers, will build the 
plant, which is scheduled for comple- 
tion early next year. 
Kelite Corp. Names Sakavich 

A. E. Sakavich has been named in 
charge of sales development service for 
Kelite Corp., manufacturers of indus- 
trial chemicals and steam cleaning 
equipment. He will be part of the 
marketing department in Berkeley 
Heights, N. J., where his duties will in- 
clude advertising and sales promotion. 

Mr. Sakavich was formerly associ- 
ated with The Monaghan Co. Inc., 
Newark, N. J., as an account executive. 
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Better work, less waste with “Plus-4” Anodes 





TYPICAL TREEING that occurs when using ordi- 
nary electrolytic tough pitch copper anodes. 


The Cincinnati Electrotype Co., of Cincin- 
nati, Ohio, switched to Anaconda **Plus-4” 
Anodes and now tells its customers on its 
advertising blotters: 

“We use PHOSPHORIZED COPPER because 
ithas... 
1. Finer, smoother Grain Structure. Retains 
the true value of modern type faces, dot 


formations of halftone, and tone value of 


multicolor engravings. 

2. Over-all Uniformity of shell thickness, 
longer plate life, reduces replacement costs. 
3. Greater Tensile Strength, maximum re- 
sistance to abrasive and chemical action of 
colored inks. 

4. Sturdy Backup for Nickeltypes. 


“PLUS-4” ANODES 


(Phosphorized Copper) 
A product of 


ANACONDA 


Made by The American Brass Compan) 


<4 


be 


MINIMUM TREEING illustrates one of many sav- 
ings with “Plus-4" (Phosphorized Copper) Anodes. 


5. Better Adhesion for chrome.” 

From an operating standpoint, Cincinnati 
Electrotype is also enthusiastic. **Plus-4” 
Anodes cut waste from treeing (shown 
above), from solution correction and from 
sludge. With electrolytic tough pitch copper 
anodes, they used to clean sludge from tanks 
3 times a year. Tanks filled exclusively with 
*Plus-4"" Anodes will run a year or more 
without cleaning. They also report a time 
saving of 30°7, or more in a normal plating 
cycle when using “Plus-4”" Anodes. 

It will pay you to see for yourself how 
Anaconda *Plus-4”" (Phosphorized Copper) 
Anodes can save you time and money—give 
you better work. Send the coupon today. 


141 


[ The American Brass Co., Waterbury 20, Conn. 

| In Canada: Anaconda American Brass Lid., 
New Toronto, Ont. 

| Give me details on how | can get a test quantity of 


| 
| 
“Plus-4"" Anodes sufficient to supply one tank. | 
| 
| 
| 





Stanley Chemical Names Kubinak 


a Sales Representative 


Robert T. Kubinak has been named 
a sales representative for The Stanley 
Chemical Co., a subsidiary of The 
Stanley Works located in East Berlin, 
Conn. He will represent the company 
in its central Pennsylvania territory. 

A native of Perth Amboy, N. J., Mr. 
Kubinak attended schools there and 
graduated from Seton Hall University 
with a B.S. degree in chemistry. He 
was formerly a technical representa- 
tive for the United Chromium Div. of 
Metal and Thermit Corp. During his 
army service, he was in charge of the 
protective coating research laboratory 


OS 7 





Robert T. Kubinak 
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BLACKENING 
COPPER? 


To get the finest black finish 
on copper and all its alloys, 
including ,Duronze, Everdur, 
high zine brass, beryllium and 
silicon bronzes, take advan- 
tage of the features of: 





@ No acid pickle or bright 
dip. 


@ No dimensional changes 
or surface damage. 


@ No acid drag-in. Assures 
stabilized blackening bath 
throughout longer life— 
more economical. 


Write for full details. Du-Lite Cu- 
Prep is made and guaranteed 
exclusively by the metal finishing 


specialists: 


ro kT Bt a 


METAL FINISHING SPECIALISTS 





8 . 
: DU-LITE CHEMICAL CORP. : 
g MIDDLETOWN, CONN. t 
8 Send more information on Du-Lite Cu-Prep.... O & 
4 Send information on metal finishing products... 0 : 
g Have your representative coll.......++++ -O g 
f & 
i a 
' Name ius pancedesieeeteenahbeceaeetckenicedaatei “f 
2 
: Is: oi cens szchickapheaks dabapad ciatipoltts tocar mevaniolsae H 
t 
H Address.............. LN Eon eae adds 5 
‘ Cp... es ree 
Damenatinnatiemiiiiiiamineenmal | 
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at the U. S. Army Chemical Center, 


Edgewood, Md. 


Cowles Licenses Processes to 
Australian Chemical Firm 


Cowles Chemical Co., Cleveland, has 
granted licenses to Nightingale Supply 
Co., Ltd. and its subsidiary Nightingale 
Silicates Pty., Ltd. of Sydney, N.S.W. 
Australia, covering its furnace and 
processes for the manufacture of 
Drymet, anhydrous sodium metasili- 
cate and other detergent silicates. 

The license also includes processes, 
formulas and the use of Cowles’ trade 
names covering their complete lines 
of metal finishing chemicals. Night- 
ingale has been in the silicate and in- 
dustrial cleaning chemicals business 
for some time, and are, therefore, in 
an excellent position to manufacture 
and distribute these products in the 
rapidly expanding industrial markets 
in Australia and New Zealand. 

Construction of Nightingale’s new 
plant in Sydney has been completed 
and production is expected to begin in 
early Februrary. 


Stevens Introduces New Service 


Frederic B. Stevens, Inc., Detroit 
metal finishing equipment and supply 
firm, is offering a new merchandising 
service to their production jobbing cus- 
tomers. Plating and anodizing firms 
using the company’s plating and proc- 
essing equipment will be furnished, 
without cost, two-color promotion fold- 
ers for mailing to their customers. 

The folders can be used as envelope 
inserts for mailing with quotations, in- 
voices and sales correspondence. They 
also are designed to be used as self- 
mailers to the job shop’s customer 
mailing list. 

The new merchandising piece fea- 
tures a photograph of the plating com- 
pany’s Stevens installation, the com- 
pany’s address and phone number. 
Printed matter stresses the advantages, 
for the job shop customer, obtained 
from dealing with a firm offering the 
more uniform plating thicknesses, in- 
creased production and more rapid 
service available. 

Company executives feel that the new 
folders will enable the small and me- 
dium sized production plating and ano- 
dizing plants to compete with the 
larger companies in the field of direct 


mail advertising and merchandising. | 
Plating firms interested in the mer- | 


chandising folders can obtain further 
information regarding the program by 


| writing to the company. 


METAL FINISHING, 


aE 
HIGHER LUSTRE 


IN BARREL TUMBLING 
FOR ZINC DIE CASTING 


You can save as much as 
90°) in time in barrel proc- 
essing zinc and aluminum 
die castings with specially 
developed PERMAG com- 
pounds. 


EM ae mee 
FOR BARREL COLORING— 
PERMAG #338 








It will save you time and 
money. It takes only 45 min- 
utes with but '3 of an ounce 
per gallon of PERMAG #338, 
to do a superior job on a 
barrel-load of zine and alu- 
minum die castings. For far 
better jobs, investigate the 
many advantages of 
PERMAG #338. 


TES OTM 
FOR BARREL DEBURRING — 


PERMAG +370 








Satisfactory results in your 
deburring operations are 
possible with PERMAG #370, 
specifically developed for 
barrel deburring of all me- 
tallic parts. PERMAG +370 
is efficient, economical and 
also usefulas a rinsing agent. 


Write today for samples and 
complete data on these and 
other PERMAG compounds, 
or for the assistance of 
PERMAG technicians on any 
tumbling or cleaning prob- 
lems you may have. 
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plewood Companies 

yands Facilities 

jue to the increased demands from 
Vaple- 


“1 Companies. has expanded its en- 


metal finishing industry, 


eering facilities, and has moved to 
‘er quarters, in Livingston, N. J. 
oaded by D. J. “Don” Wahler, well- 
wn mechanical metal-finishing con- 
tant. the firm acts as direct factory 
sresentatives in the Eastern. Middle 
\ilantic. and Southeastern sections of 
we LU. S.. for the Packer Machine Co. 


\dvaneement for Findlan 


/. C. Findlan has been advanced to 
ihe position of sales manager of the 
Geigy Industrial Div. of 
Geigy Chemical Corp., Mr. Findlan has 


Chemical 


been field representative since 1953, at 
which time the division was identified 
as Alrose Chemical Co. 


With headquarters in Cincinnati he 
represented the division in the East 
Central and Southern states. A gradu- 
ate of the Institute of Technology, Uni- 
versity of Minnesota, Mr. Findlan was 
formerly associated with Armour Labo- 
ratories, Chicago, where he served in 
that company’s research and product 
development departments, and with the 
Westvaco Chemical Division, F. M. C.., 
whom he represented as district sales 
manager. He saw service during World 
War II as engineering officer in mine 
warfare, and aerological officer in the 
Navy s Weather Fleet. 


Diamond Alkali Promotes Davis 


Promotion of Jack E. Davis to the 
post of special staff assistant in the 
Sales Department has been announced 
by Diamond Alkali Co. He comes to 
his new position following nearly 1] 
years’ experience as a member of the 
companys Philadelphia branch sales 
staff. He joined the organization in 
September, 1939 as a sales clerk in 
Pittsburgh transferred to 
Painesville the following year. 


and was 


A native of Pennsylvania, born in 
Swissvale, he was graduated in 1938 
from the University of Pittsburgh with 
a B.S. degree in business administra- 
tion. 


Davis is a World War II veteran, 
having served in the U. S. Army, 17Ist 
Combat Engineers Battalion, from 
\ugust, 1943 to April, 1946, when he 
returned to Diamond. Since then, as 
a member of the Philadelphia sales 
staff, he has represented the company 
in the Eastern Pennsylvania area. 
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STACKS 





WALLS AND FLOORS 


TANK TRUCK EXTERIORS . 


THE 


ONE-COAT 


HEAVY DUTY 
PROTECTIVE 
COATING 


ONE COAT = 10 MILS 


Providing outstanding resistance to 
a wide variety of chemicals, acids, 
alkalies and solvents, SERIES E-900 
COATINGS offer the same protec- 
tion afforded by up to ten coats of 
conventional paints. In addition, 
SERIES E-900 COATINGS assure 
long lasting protection to severe 
weathering. 

These new coatings can be applied 
by brush or roller coat after the 
addition of a hardening agent. Regu- 
larly available in clear ... white... 
gray ...or sea-foam green. At nor- 
mal temperatures, SERIES E-900 
COATINGS are dry to touch in 
about six hours. 





Write today for 
TECHNICAL BULLETIN E-900 





RECOMMENDED APPLICA- 
TIONS INCLUDE: $s structural 
steel ... tank exteriors... lining for 
industrial water tanks... tank truck 
exteriors ... stacks ... exhaust fans 

.. concrete piers for plating foun- 
dations...floors under storage 
tanks... building walls... pit walls. 


SERIES E-900 COATINGS are 
high solids modified epoxy formu- 
lations which result in superior 
toughness, resistance to abrasion 
and superb adhesion to practically 
any type of clean surface. Because 
of high solid content, 95% of 

the applied thickness is con- oP ay 
verted to a protective film. 


THE CEILCOTE COMPANY INC. 


* Birmingham, Alabama «+ 
* Detroit, Michigan «+ 
Los Angeles, Californio + 


7299-CC 


4844 RIDGE ROAD > 


Buffalo, New York + 
Evansville, indiana «+ 
* Son Francisco, California « 








CLEVELAND 9, OHIO 


* Chicago, Illinois «+ * Cleveland, Ohio 
Kansas City, Missouri 


Seattie, Washington + 


* Houston, Texas «+ 
* Springfield, Mass. 
* Warehousing 
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Du Pont to Build New Plant 


\ new, modern sulfuric acid plant 
will be built by the Du Pont Company. 
on the Detroit River at Ecorse, Mich.. 
about eight miles south of Detroit. The 
new unit. to be built on the company’s 
present plant site, will replace an exist- 
ing plant which has become obsolete. 

The new unit will substantially ex- 
pand production over the present facili- 
ties and will enable the company to 
meet increases in customer demand for 
sulfuric acid. Operation of the new fa- 
cility is not expected to require any 
increase in employment. 

Present production of sulfuric acid 
will not be interrupted, since the old 
plant will not be dismantled until the 
ne plant is in operation. Construction 
will begin next month and the new unit 
is expected to be in operation early in 
1958. 

This plant, known as the Ecorse 
works, serves principally industries in 
the greater Detroit industrial area. The 
new plant is the sixth new unit in Du 
Pont’s post-World War II moderniza- 
tion program of sulfuric acid manu- 
facturing facilities. 





New Chemical Corp. Organized 


Sole Chemical Corp. was recently 


organized as a_ highly — specialized 


chemical marketing organization by 
Solomon Epstein, former executive vice 
president and general manager of 
Emulsol Chemical Corp. The new firm 
will base its organic specialty sales 
program on a customized technical 
service program to the chemical proc- 
essors. formulators, and manufacturers 
in the fields of detergents, emulsifiers. 
anti-foamers, and other surface active 
agents. The administrative headquar- 
ters and central development laborator- 
ies will be located at 27 East Monroe 
St., Chicago, Il. 

Herman Zagerinsky has been ap- 
pointed manager of production. He 
was formerly in production control at 
Emulsol Chemical Corp. and at Gross 


Egg Co. 


New Mail Service by 


Carborundum 


A new concept in abrasive tech- 
nology called “Maximum Automation 


Potential.” an abrasive and abrasive 








belt machine engineering service, 
veloped by The Carborundum ( 
gives manufacturers recommendati: 
by mail for improved metal remo 
methods with predictions of savir 
over old methods. 


The manufacturer writes to the co 
pany, Niagara Falls, N. Y., Attenti: 
M.A.P. Dept. By return mail | 
M.A.P. brochure is sent to him, | 
details his problem in the form « 
closed in the brochure and mails 
back. Specially trained engineers stud) 
the manufacturer's problem, formula 
an item by item recommendation, com. 
pare costs of the recommended new 
method with the method current|, 
used and project increased production 
and savings. The free recommendation 
is promptly mailed back to the manu- 
facturer for his consideration. 


Personnel Changes at Parker 
Rust Proof Co. 

Parker Rust Proof Co. has an- 
nounced the appointment of R. L. 
Greene, assistant manager, to 
Special Products Sales to supervise all 


sales 


activities in connection with aluminum 








Cc. 





e 
Mitt ~ 
Top-quality, low-cost 


ZING SOLUTION 
PURIFIER 


Eliminates heavy metal impurities, including copper. 
Prevents harmful buiid-up of carbonates. 


A complete cleansing treatment: — No other purification 
measures necessary. 





* 










WRITE - PHONE - WIRE COLLECT 





Greensburg, Pa. 





Ssephur Products Co. /nc. | 


621 West Pittsburgh Street 


Liquid buffing compou" 
since 1945 

x nual 

Cold flexible give 
since 1937 


. prusnine nuctl 


Grain an 















d Nuglu mixture 
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nents marketed by the firm. He 
work closely field 
» on accounts in this rapidly ex- 
ing field. Mr. has 
the company for 17 years and 
had over twenty-four years of 


with men in 


Greene been 


rience in selling and servicing 


treatment coatings and installa- 


\lso announced were the appoint- 
is of R. L. Peterson, general service 
nager. to the post of Central Region 
mager and C. F. Rasmussen, assist- 

service the 
issistant Central Region manager, Mr. 
Peterson has been with the firm for 15 


manager, to post of 


vears and has served in the research 
and sales-service departments prior to 
his appointment as general service man- 
ager. Mr. has with 
the company over 10 years. 


Rasmussen been 


Gillespie and Walmsley Advance 
at Hooker Electrochemical 
William L. Gillespie and John T. 
Walmsley have advanced to new posts 
in the sales department of Hooker 
Electrochemical Co. 
Mr. Gillespie 


Chicago district sales, now assumes the 


formerly manager, 
new title of manager, sales administra- 
tion, and will move shortly from La- 
Grange, Ill., to Niagara Falls. He will 
be responsible for the sales coordina- 
tion group and other office staff, orders, 
records, and all internal office 
functions. 


sales 


Mr. Walmsley, formerly sales repre- 
sentative for the Michigan and north- 
ern Indiana territory, will replace Mr. 
Gillespie as manager, Chicago district 
sales, operating from the company’s 
sales office at 1 North LaSalle Street. 
Chicago, Ill., which serves the Mid- 
west, south to the Gulf of Mexico. 


Born in Springfield, Mass., Mr. 
Gillespie received the B. A. degree from 
\lfred University in 1939 and came 
directly to Hooker, first as a chemi- 
cal process operator and then as operat- 
ing foreman in the research and de- 
velopment department. Transferring to 
the sales department in 1950, Mr. 
Gillespie served with the technical 
service group, then as a sales repre- 
sentative and, in 1953, was named 
manager, Chicago district sales. 

Mr. Walmsley is a native of Alabama 
and received the B.S. and M.S. de- 
grees in chemical engineering from 
Virginia Polytechnic Institute in 1948 
and 1950 respectively, where he be- 
came a member of the honorary so- 
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KOCOUR Electronic Thickness Tester 





Model 955 


A NEW MODEL... 
to solve your plating thickness problems! 


Here’s the New Model 955 . . 


. the answer to your plating thickness problems . 


a single instrument with a wider application than most other methods. And in addition, 


humen error is virtually eliminated . . . 
are direct .. . accuracy 90-95% ... 
about one minute. 


operation is simple and automatic . . 
results are reproducible . . . 


. readings 
average test requires 


NEW Calibration feature ensures “long term” accuracy! 
The accuracy of a thickness test can be no better than the accuracy of the method used. 


product any longer . . 


4802 S. ST. LOUIS AVENUE 








April, 


cieties Phi Lambda Upsilon, Tau Beta 
Pi, and Sigma Xi. 

Joining the company at 
Falls in the process study group in 
1950, Mr. Walmsley was appointed an 
assistant sales engineer at the Tacoma, 
Wash., plant in 1950, returning to 
Niagara in 1952 for a year as a sales 
coordinator until being made Michigan 


Niagara 


sales representative. 


Rouse Joins 
Better Finishes 
Leslie Rouse has been assigned by 
Retter Finishes & Coatings, 268 Dor- 
emus Ave., Newark 5, N. J. 


representative for the New York State 


as sales 
area for that company’s line of indus- 
trial finishes, architectural and mainte- 


nance paints and strippable coatings 


1957 









The Kocour Electronics Thickness Tester Model 955 gives you direct readings with an 
accuracy of 90-95%. Furthermore, with the new Calibration feature used in conjunction 
with Kocour Thickness Standards, you can not only check the accuracy, but calibrate the 
instrument to automatically correct slightly high or low r 
functions due to a defective component will be indicated. Don’t risk the quality of your 
. get the details on the New Model 955 today! 


di adlisi 





any mal- 


Ask for a demonstration or 15-day Free Trial! 


KOCOUR CU. 


Pioneers in Control for the Plating Industry 





CHICAGO 32, ILLINOIS 
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according to a recent announcement. 
Prior to enrolling in the firm’s labora- 
tory training program for its future 
sales personnel, Mr. Rouse represented 
the Cory Corp. in the Rochester, N. Y. 
area. 


Wyandotte Chemicals Technical 

Service Department Expands 
Activities 

B. Ford 
Depart- 


Wyandotte Chemicals, J. 
Division, Technical Service 
ment has recently expanded its activi- 
ties. Additional laboratory space has 
been assigned to the department both 
in Wyandotte, Mich. and Los Nietos, 
Cal. Additional 


added to give both expanded field and 


personnel has been 
laboratory service. 


The experience of this group, plus 





105 



































announced recently. A Detroiter 
™ birth, Walsh joined the Cincinnati s» os |) 
office in 1948 as a branch sales ) 5. [7 
motion and technical service re 
sentative. Promoted to manage Chlo 0. 
wax sales in March, 1954, he was .p. 





pointed sales promotion representative 
in April, 1956. 

Walsh holds B. S. and M. S. degrees 
in chemical engineering from the Lyi. 
versity of Michigan, Ann Arbor. 
is a member of the American Chemical 
Society and the American Institute of 
Chemical Engineers. 


Minnesota Mining 
Promotes L. M. Thul 


Promotion of L. M. Thul to auto- 








files that cover over 40 years of every Front Row: Lee H. Minor, Rosalie ™otive manufacturing _trades Sales 
application of commercial washing, Giaimo, Vera C. Heins, Donald E, An-  ™&nager, coated abrasives division, 
cleaning and germicidal operations, is _derson, Beatrice M. Rike, Beverly J. has been announced by Minnesota Min 
available everywhere to North Amer- Compeau, Robert J. Mooney, and Fred "8 & Mfg. Co. I'wo other personnel ff 
ican industry. A. Vassar. changes within the division were also 
Shown left to right — Back Row: Ae P «Well ne . 
Charles A. Wyatt. Leo J. Hawk, Thom- RE Aaees FRO eens Donald J. Scholten was promoted to 





as A. Gilman, Howard L. Anderson, Appointment of Mervyn T. Walsh central region sales supervisor, and — 
Victor P. Boka, Richard H. Andrew, to manage muriatic acid sales for the Ellsworth W. Erickson was promoted 
trmin A. Roth, Eugene G. Nutting, Chlorinated Products Division of Dia- to assistant superintendent of factory i 
William F. Hawk, and Gail A. Smith. mond Alkali Co., Cleveland, Ohio, was — quality control. | 





Circo Vapor Degreasers use 30% less solvent 







For the Finest in 
PLATING 
RECTIFIERS 

























BUY | Ary 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


* Operate from —40° to 225° F. 

* 50 to 50,000 Amperes DC 

* Built-in Voltage Regulator and Meters 
* Heavy Duty Transformers, Husky Fans 


Two styles availabl 1. Seleni for 
cool zones, or 2. Magnesium copper sul- 
phide for the hot, dirty jobs. Units still 
running after 4 years of constant duty. 








MODEL OP2 








New, modern Circo vapor degreasers 


ee 


— whether large or small —are en- CIRCO raat 
gineered to save on solvent consump- tl 

tion. Construction features like bal- a ae 
anced condensing coils, leak-proof Phosphatizing Units 
pumps and dual vapor-level control Metal Parts Washers 
are today saving companies 30% and Industrial Ovens 


often more in solvent use. Circo de- 
greasers perform faster, save pre- 
cious man-hours through engineering 
designs developed through 30 years 
experience in vapor degreasing. 


Spray Pickling 
Flow Coating 
Complete Systems 
Vapor Degreasers 











Replacement Rectifier Stacks 
for Lektron or Udylite-Mallory 








Send for Circo’s comprehensive 32-page Manual on Vapor Degreasing. No Obligation. 
Magnesium copper sulphide rectifiers Model 4045—750 amps at i2 
make your plating power supply more Volts DC—i500 amps. at 6 


rugged and dependable. Magnesium a Rear eient aad 





1923 radiator fins for fast heat dissipation jp; F.0.B. Indianapelis, 
end lighter weight. Matching pairs. Indiana. 
IE PEN 
EQUIPMENT COMPANY SOME JOBBERS AND SALES TERRITORIES O 










124 Central Avenue, Clark (Rahway), New Jersey Offices in Principal Cities 
PER-SOLV (Perchlorethylene) CIRCO-SOLV (Trichlorethylene) 










ELECTRONIC RECTIFIERS, 


2102 SPANN "AV ENUE 


INC. 


INDIANAPOLIS 3 














INDIANA 
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- ul. who has been with the firm 
nies 3 1944, replaces W. J. Heil, who 
i d from the company recently 
bl ; 36 years of service. Scholten. 
= : joined 3M in 1949, will report 
“i P tly to H. C. Kenyon, central re- 
sais : sales manager for the division. 
i hrickson has been with the firm since 
te ;. and was formerly general quality 
> Uni- : rvisor at the company’s Cumber- 
T. He ind. Wis.. abrasives converting plant. 
mical FF 
~s ) Pennsalt Holds Sales Meeting 
Pennsalt Chemicals, Metal Process- 
iny Products recently held a sales meet- 
ing at Seaview Country Club in Abse- 
auto. con, N. J. Fifty members of the com- ies 
sales pany s field sales staff from all areas er e ta ™ 
vision, of the U. S. and Canada assembled for a 
1 Min the three-day conclave got a complete clinics revolving around the company’s President William P. Drake ad- 
sonnel review of modern service methods as nationally known line of metal clean- dressed the men on the company’s cur- 
e also ihey apply to the firm’s metal process-  °T phosphate coatings, and cold rent expansion program. lbert Ai. 
ing products. working lubricants for the metal fabri- Clem, general manager of the Chemical 
cating and finishing industries. Speak- = Specialties Division. discussed the fu- 
ted to Sales Manager John M. Davidson, erg included William M. Lee, manager —__ ture expansion plans of the division. 
and assisted by chemical specialties direc- of sales service at the company’s White- ' 
moted | tor of sales J. Stanley Hall and Product — marsh research and development lab- Walworth Co. Names V.-P. 
a » Manager Horace F. McIntyre, directed — oratories, and Jack C. Lum, manager Frederick M. Jackson has _ been 
a series of panel discussions and sales of new products. named vice-president in charge of 





TAKE THE LOAD | 
This Portable 


, MIXER 


\ Will Speed-up 
YOUR 


Cleaning and Degreasing Operations 


Here’s a speedier, low-cost way to 
clean and degrease your work parts 
An Alsop Mixer will do all the work 
—it will drive and dash the solvent 
through and around the parts— 
cleans them faster, and far more 
efficiently. 

Sturdy, dependable Mixers for any 
size or shape, new or existing Tanks; 












































we TRUE BRITE 
BRASS SOLUTIONS 








Mount Alsop Mixers to for single or multiple installations 

Trouble Free — Low Cost ony, tank or container Alsop Portable Mixers are easily and 

Little Supervision Needed operations in your quickly mounted. Sizes 1/4 to 
Ready To Use — Just Add Water = aclu 

Uniform Color — Can Match Colors Write Today For ALSOP Mixer Catalogue 


Write For Bulletin on Brass Plating 


| ( ENGINEERING 
TRUE BRITE CHEMICAL PRODUCTS CO. & ALSOP CORPORATION 


1204 Bright St., Milldale, Connecticut 
BOX 31, OAKVILLE, CONN. | 
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the Walworth Co.. 
manufacturer of valves and fittings. 


of Malden. Mass.. Mr. 


from 


sales for leading 


\ native 
Jackson graduated 
Latin School and Bryant & Stratton 
Business School. He joined the firm 
in 1926, beeoming Eastern divisional 
sales manager in 1940, and vice-presi- 
dent for oil and gas industry sales in 


1952. 


Branson Instruments Expands 
into Larger Quarters 


Branson Instruments, Inc., and its 
subsidiary, Branson Ultrasonic Corp.. 
recently moved into a brand new plant 
at 37 Brown House Road, Stamford. 
Conn. This gives the company some 
24,000 sq. ft. of working floor space, 
more than twice that available in the 
old plants at 430 Fairfield St., 
Richmond Hill Ave. 


This latest 
series of expansions. Starting in two 
rooms of an old frame house, a little 


and 


move is another in a 


over ten years ago, the company has 
been rapidly and continually growing 


Cambridge 





ever since. Whereas it was a two-man 


organization when it started, the firm 
employs more than sixty today. Sales, 
too have kept pace, increasing by al- 
most fifty per cent for each year of 
operation. 


Pilot Facilities for 
Aluminum Finishing 
Pilot facilities for a broad range of 
aluminum finishing operations are now 
in operation at Aaiser Aluminum & 
Chemical Corp.'s Department of Metal- 
lurgical Research, Spokane, Wash. 
The new facilities are designed to 
accomplish three purposes: 



















GENERATORS 
Anodes, All Kinds Tallow 
Brushes Rouge 
Buffs Emery Paste 
Chemicals Cleaners 
Tripoli Comp. Emery 
Acme White Finish Glue 


Phone CAnal 6-3956-7 
FILTERS 













BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


195 LAFAYETTE ST., COR. BROOME 
NEW YORK 12, N. Y. 


MAIZO LEA Buffing 
Drying & Polishing 
Materials PRODUCTS 









Nickel Salts 
Copper Salts 
Cyanide L 
Tanks, All Kinds 
Plating Barrels 

Polishing Wheels 
Polishing Lathes 


for more keys to 


OUTPUT 
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GREATER BUFFING 


See pages 15, 114, 118, 122 
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l. Processes developed by the 
partment are evaluated on a scak 
ficiently large to predict produ 
performance. Important full scale 
duction factors such as the desie 
equipment, production handling 
niques, process control, reproducil) 
and life of a process are evaluated 
semi-production scale. 


2. Samples of finished aluminun 


produced in quantity. Such samples 





Laboratory technician adjusts controls of elec- 
troplating and electrolytic processing line. 


PROGLO 100 


A full bright cyanide 
zine addition agent in 
powder form for barrel, 
still, semi, and full auto- 
matic plating solutions. 
In the interests of your 
economy and better prod- 
uct results, let us prove 
to you what PROGLO 100 
will do for you. For 

free technical information, 
write us today. 


PROMAT a ovivision or POOR & CO. | 


851 S. MARKET STREET - WAUKEGAN, ILLINOIS . 
‘‘PROMAT MEANS PROTECTIVE MATERIALS’ { 


fete], fel. ileoy.. a & 4 
REPLACES 


on 6 So) Rome - 10 


LONG-LASTING, SOFT 
FLEXIBILITY for FASTER 
CUTTING and HIGHER 








American Bure Company 


2414 South LaSalle Street 


Chicago 16, Illinois 


| 
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| by other departments of the cor- 
ation for further testing, for field 
or for sales purposes. 

Experience acquired in evaluat- 
various processes and operating 
facilities will be directly reflected 
increased technical assistance to 

iminum fabrications. 

[he pilot equipment is capable of a 
iriety of finishing operations, includ- 
« anodizing, electroplating, porcelain 
enameling and organic coating. Me- 





An enameled panel is removed from porcelain 
enameling furnace. 


You'll MAKE MONEY... 
WET by SAVING BREAKAGE 


with this 12 gal. Semi-hard Rubber 
Container for Acids and Bright Dips 


i e Here’s a container 
made of thick rub- 
ber that will outlast 
stoneware jars or 
crocks and save you 


time and money. 


eo Wont Break or 


Crack. 
e Rugged — Light 
weight — _ Easily 
moved. 


e Safer for your em- 
ployees. 








Miniature aluminum tumblers are processed on 
anodizing line of the new pilot finishing 
facilities. 


chanical finishing facilities are avail- 
able for buffing and polishing of alum- 
inum surfaces by conventional means. 
Aluminum panels up to 36 in. x 60 in. 
can be cleaned, etched, bright dipped. 
anodized, dyed and sealed by use of 
the anodizing line. A current source 
of 3,000 amperes is available to feed a 
line of 300 gallon tanks. 

An electroplating line is available 
consisting of 120 gallon tanks with in- 





all plastic 
self-priming 
Cap. 50-350 
gal. per hr. 





dividually controlled current sources 
available for separate adjustment at 
various tanks. Panels up to 24 in. x 32 
in. or smaller parts can be processed on 
this line. Cleaning, etching. bright dip- 
ping. zincating, stripping, conversion 
coating, and electroplating by commer- 
methods are 


cial and experimental 


among the processes available. 


Organic coating equipment includes 
a spray booth, roller coater. dip coater 
and conventional vainting, lacquering, 
varnishing, enameling, mixing, blend- 
ing and other equipment. The same 
facilities, a high temperature furnace 
and ovens are used for fusing and cur- 
ing experimental and pilot runs of 
porcelain enameled aluminum. Panels 
up to 18 in. x 22 in. can be porcelain 
enameled and organic coatings can be 


applied to panels up to 36 in. x 48 in. 


The pilot facilities have been useful 
for production of panels for large scale 
testing such as outdoor exposure eval- 
uation of coated aluminum surfaces. 
Samples have been processed for inter- 
ested customers to demonstrate the use 


of a finishing facility and to provide 


Be OR OPE OE OSX OS 


“PRECIOUS GOLD. 





ORDER 


Inside dimensions: YOURS $1 B00 
14” Wide—18” Deep NOW... . 


Dependable PPI Products . . . 
PLATING RACKS e WIRE BASKETS & W 
RUBBER DRUM LINERS e ACID CONTAIN 

OKS « UZALL ANO K FI 














1509 N. WASHINGTON 
KOKOMO, INDIANA 
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No leakage, no metal contamination @ SELF-PRIMING 


with all-plastic self-priming and 
transparent plastic filter chamber. @ AUTOMATIC BACKWASH 


Anti-corrosive plastic construction REVERSAL SWITCH 
uses BunaN, H.T. Lucite, Neoprene, @ COMPACT 

Teflon, Rigid PVC, Hypalon, Vinyl, 

ete. Removes Particles down to one @ PORTABLE 
micron. e Low cosT 


Sethco Mfg. Co., 14 Willoughby St., Bkiyn, N. Y. + Ulster 5-89 
PS OM OR OR DORE DRE OR OE OR DSR OSE RE DOME OO 
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finished aluminum pieces for furthe: 


testing and evaluation by the customer. 


The anodizing equipment has been 


The new laboratories will be devoted 
to asbestos application and process re- 


search for ASARCO’s subsidiary, Lake 








used for large scale evaluation of the Asbestos of Quebec Limited; to the { 
ne quahty of experimental al- production and study of high purity 
s as well as for semi-production of — metals; and for research on refractory 
w anodizing alloys for actual use. An metals such as the rare earths and 
Xan f the latter is the production — other high temperature metals. : 
nsiderable number of gold-col- ( 
plies ein. \ completely new wing will be : 
sheets and samples produced by . i 
| 1] the added to the present laboratory struc- : 
the gola color process developed Dy the ‘ 7 
—— J ture, which was completed less than ' 
department. . . , 4 
lati § alumi ais five years ago. Construction will be- i 
Silver plating of aluminum bus bar ar, ‘alliage iis 
: “ty ‘ a gin immediately, and full operation is Shown is one of two rows along the long sides 
for low contact resistance has been sod bw’ihhe 1 of th of the room, where 30 barrel finishing machines 
. a. expectec V le end oO 1 year. ‘ aun 
done on a scale sufficient for perma- I represent every available type. Individual 1-in. 
: ‘ ae water lines to each barrel are fitted with quick 
rent ll f this application of : 
nent installations ys this application o Lord Chemical Corp. Opens acting valve and swivel spout. Floor slopes for 
eles troplated aluminum. . A drainage to the channel running across lower 
Research and Experimental right corner. 
American Smelting Enlarging Center ; , 
; ° ¥ i th modern display room 38 by 19 ft. to F 
Central Research Laboratories : . , pie ae ‘ 
What is believed to be the world’s show barrels and related equipment. ‘ 


{merican Smelting and Refining 
Co. is expanding its central non-fer- 
rous metal research laboratories at 


South Plainfield. N. J.. by 


The company’s expansion and diversi- 


one-third. 


fication, plus increasing applications 


for non-ferrous metals and elements 
necessitates the addition of more than 


20.000 square feet of laboratory space. 


Away! 


uniform bars. 


Ca 
Don't Throw Buffing 


Compound NUBBINS 


We remelt Nubbins — 
ship you whole bars. 


| Did you ever figure how many pounds are 
lost because your Nubbins are discarded? 


Worthless Nubbins remelted and recast into 


largest research and experimental cen- 
ter for barrel finishing of metals and 
plastics was recently opened by the 
Lord Chemical Corp., 2068 S. Queen 
St.. York, Pa. The new 40 by 120 ft. 
plant addition contains an experimen- 
tal tumbling room 40 ft. wide by 73 ft. 
long; chemical laboratory 19 by 21 ft.; 


office, sample-storage space, and a 


The 


shop was designed and built to embod) 


experimental — barrel-finishing 
every modern concept in this method 
of precision finishing. Arranged in 
rows along the two long sides of the 
room are 30 barrel-finishing machines. 
representing every available type: hori- 
zontal octagonal, horizontal hexagonal. 
triple-action, tiltable, submerged, wire- 





Enthusiastically 
accepted for such 
application as: 








Model No. 203A CLAIR 
Surface Finishing Machine 
is YOUR answer! 





~ AUTOMOBILE TRIM 














Work Done in Separate Plant. 









Single Spindle Vacuum or 
Platform Table Design. It will 
accommodate work up to 48” 
long and 40” wide, or as many 
small pieces per load as can be 
nested on the table. 


Photo Engravure Stock 
NAME PLATES 


Industrial Jewelry, metal 
or plastic panels; wood, 
brass, copper, etc., etc. 





Write, wire or phone 
Vinewood 3-5970 


| RECAST & REMELT DIVISION | | L AAll [2 


McAleer MANUFACTURING CORP. 





Let us know YOUR finishing 


problems for a detailed answer : 

















MANUFACTURING CO., Inc., OLEAN, N.Y. 
Offering the Most VERSATILE Line of Surface Finishing Machines 










101 S. WATERMAN DETROIT 17, MICH. 
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| land. Mr. Golby will live in Pittsburgh 
‘ and cover accounts in that area. Mr. 
i Lewis will cover accounts in northern 
| and central Ohio. 
H W. N. Jones has been transferred 
i from the Research and Development 
: Department to the Sales Department. 
4 , 
} where he has been assigned to the Cold 
‘ Forming Division. He will be operating 
| out of the Detroit Office. 
R. E. Covert has been assigned to 
i the Central region office with head- 
g sides Carl O. Brandt, chemical a — quarters in Detroit. Mr. Covert will 
achines jnd development, is measuring the microinc a Pt a sae re te, 
1 1-in. finish on a small part. This modern chemical ‘°°! accounts in Detroit and its en 
quick laboratory has equipment and facilities neces- virons, 
pes for sary to conduct extensive researches into the ; 
: tower problems of barrel finishing. Kelite Corp. Appoints O’Brien 
, : mesh, wooden tumbling and wooden John E. O’Brien has been appointed 
It. to i finishing barrels are all included. district sales manager of the Philadel- John E. O'Brien 
nent, } phia sales district for Aelite Corpora- 
ishing ; Parker Rust Proof tion, manufacturers of industrial chem- 1. E. Sakavich has also been named 
nbody Announces Appointments icals and steam cleaning equipment. in charge of sales development service. 
ethod ; The followi ' He will have responsibility for all sales — He will be part of the firm’s marketing 
ed in i The fo oo “aie ae to a in Pennsylvania, Maryland, Delaware, department in Berkeley Heights, N. J.. 
of the ee pha petite Virginia, West Virginia, and southern — where his duties will include advertis- 
hines, by Parker Rust Proof Co. New Jersey. Mr. O’Brien had previous — ing and sales promotion. Mr. Sakavich 
hori. D. A. Golby and J. E. Lewis have — sales and sales management experience was formerly associated with The 
gonal, heen assigned to the South Central re- — with the metal processing department Monaghan Co. Inc., Newark, N. J.. as 
wire- gion office with headquarters in Cleve- of Pennsylvania Salt Mfg. Co. an account executive. 
_ “RUBBERITE. ve — 
2 
r METAL CONVERTER! a 
Nickel anodes up to 93 inches in length . . . of to 300°F 
the highest purity. Density of anodes is at a ° 
maximum. Longer life in plating bath. and pour 
R NICKEL RECASTING PRICE SCHEDULE Provides a lasting lining that withstands acids and caustics at 
1e ANY QUANTITY only 99+ purity room temperatures, A standby of Platers for over 25 years. Effec- 
accepted tively protects wood or steel tanks. Easily applied in your own 
PER POUND shop—just turn tank on side and fasten board on edge as illus- 
Cc FOB UNIVERTICAL aii aii trated. Then heat Belke Rubberite to 300° F. and pour over surface. 
- mercedes Meccoumeheeete Surfaces to be coated require no special preparation but should be 
3” Write or wire for best price and delivery on the following Anodes: reasonably clean. 
ny Copper-Slectre Deposited Phos. Copper When Rubberite cools, it has characteristics similar to soft rub- 
opper-Cast Roun a. ite Brass I . ‘ he 
be Copper-Cost Round 215” Dio Zine ber. Will not crack, scale, or run in the hottest weather. Write 
Copper-Cast Beehives Tin for complete information. 
Copper-Cast Balls Lead 
Copper-Forged Balls Carbon 
. Copper-Rolled Oval 11/2" x 3” 
hing 2 | MANUFACTURING C0 
| | UNIWERTICAL -& t | 
ry 947 North Cicero Ave. 
Y. ) | FOUNDRY AND MACHINE COMPANY | [<A pony aks Te | 
7 , 14841 MEYERS RD. + BRoadway 3-2000 + DETROIT 27, MICH. | eee ES FOR PLATING PLA NTS 
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News from California 


By Fred A. Herr 





In line with a 
trend toward job 
shop — specialization 
in the plating field 
on the West Coast. 
Olympic Plating and 
Works. 

Ave., 


Los Angeles, is de- 


Polishing 
843 Naomi 
voting its activity 
exclusively to finishing tubular metal 
work. The firm. which is operated by 
Vathan M. Lichtback, turns out 6.000 
chairs a month for the furniture trade. 
In addition to the plating operations, 
the company features the enameling 
of frames, using an electric oven em- 
ploying 136 500-watt infrared lamps 
for the baking process. 

The plating facilities consist of 
nickel, chromium, copper, and_ brass 
installations, plus a complete polish- 
ing and buffing section. 


Franklin T. 
North American Industrial Engineers, 
Inc.. of Los (Angeles, has announced 
the formation of a corporation known 
as Manufacturers’ Service, Inc... which 
will handle job shop precision tumble 
finishing jobs on metal and_ plastic 
parts. A plant has been equipped a! 
2210 Chico Ave., El Monte, Calif. 

The firm will also handle. on an 
exclusive distribution 
eleven western states. the B.M.T. Mfg. 
Corp.'s Multi-Barrel slide honing ma- 
chinery, and Finger Lakes Chem. Co.'s 
Lakeseal Organ-Tu universal tumbling 
compounds, Abrasives and barrel fin- 
ishing compounds will also be distribu- 
ted, it was announced. 

Alan J. Bronold is president: Paul 
WV. Maurer, vice-president; Joseph Bb. 
Hyde, Jr., secretary-treasurer; WHiam 
4. Barbeau, general manager; “and 
Francis J. Dino, factory manager’ 


The Norton Company, abrasive man- 
ufacturers, recently opened a new lab- 
oratory in Santa Clara, Calif., as part 
of its central California production 
operations, 


Indrews, president of 


basis in the 





The laboratory is designed for d 
onstrating the firm’s ceramic sp: 
coatings. The facilities consist of th: 
spray guns and auxiliary equipm: 
and duplicates similar installations 
the main plant in Worcester, Mass. 1 
ceramic coatings being marketed 
the firm under the name of Rokide a 
used in protecting surfaces expos 
to high temperatures, such as ocx 
in rockets and jet engines. 


The E. 


aucers of safety equipment for indu 


D. Bullard Company, p: 


trial plants, has moved its San Fra: 
cisco plant from 275 Eighth Street to 
2080 Bridgeway, same city. 


Anadite, Inc., of South Gate, Calif. 
one of the leading metal finishing 
firms on the West Coast, will open a 
new plant in Hurst, Texas, on April ! 
to serve the southwestern area of the 
United producing Chem- 
milling and various forms of metal 
aluminum, magnesium 
and steel. The Texas plant will also 


States in 
finishing on 


operate the Hardas process of hard 
anodizing for which they hold the ex- 








STATES . 


able job for us. 


First, It is economical. 


2041 So. Davie Ave. 


BUFFING COMPOUNDS 


MADE IN CALIFORNIA 
And formulated specifically for local needs 


ISO-BRITE COPPER 


Wagner Bros. 


AFTER THREE MONTHS’ TRIAL, ONE USER 


“This process does a remark- 


Second, it is easy to control. 


Third, The speed claimed by 
Wagner Bros. is conservative.” 


CHECK WITH US FOR YOUR NEEDS 


rblent Supply Company | 


Los Angeles 22, Calif. 
Ph: RAymond 3-8641 
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Stortswelded Time-Savers 


Avoid time-wasting bottlenecks by design- 
ing transportation and storage units exactly 
to fit your production. Have them welded 
by Storts to be sure of full strength con- 
struction and more years of trouble-free, 
maintenance-free, satisfactory service. 


38 Stone Street 
MERIDEN, CONN. 





| Manufacturers of Welded Fabrications to Specification 
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clusive license in the United States. 
The new facility, it was announced, 
will serve the missile, aviation. elec- 
tronic and general industries under 
the name of Anadite. Inc. of Texas. 
[he Texas plant represents an invest- 
ment of $500,000 and is constructed 


The Diversey Corp. of Chicago, IIl., 
has divided its Pacific Coast sales divi- 
sion into three separate divisions, with 
headquarters, respectively, in Los An- 
geles. San Francisco. and the Pacific 
Northwest. The realignment on the 
West Coast was part of a larger divi- 





on a three acre site of 20,000 square 
feet. In addition to the main process- 
ing building, there are several other 
structures designed for warehousing. 

Glenn. Boehmer. an officer of the 
parent company, has been named to 
head the.Texas operations. 


sion of districts, which also saw the 
eastern and southern divisions under- 
going changes. 

As part of the revision, J. R. Me- 
Brien, formerly manager of the North 
Central Division, has been transferred 
to the Pacific Coast as Pacific regional 



































UNDER ACTUAL PRODUCTION CONDITIONS 


We cordially invite you to bring your product parts 











| Call.. 


and pieces into our conveyorized pilot laboratory and 


personally supervise a complete METABOND rust- 


proofing operation. 


You can be the judge. Make any comparison you want 
with your present rustproofing process. We know you'll 
be convinced METABOND does the job better. 


CLEVELAND 13, OHIO 
ORROSION SOLVENTS 


9575 MERWIN AVENUE 


MANUFACTURERS OF RUST PREVENTATIVES & C 
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INTERNATIONAL RUSTPROOF CORPORATION 


134/Circle on Readers’ Service Card 


April, 


SupNy & Manvtacturing Co. 


4160 Mernmecs! © WOhewH 2 OTT? » ST cours 7h 








manager. He has been succeeded as 
North Central Division manager by 
R. C. Cheek. 

The Southern Pacifie division. with 
headquarters in Los Angeles. is headed 
by F. G. Morgan: the Northern Pacitie 
Division, with headquarters in San 
Francisco, by Frank Berus: and the 
Pacific Northwest division by W. D. 
Funston. The new San Francisco dis- 
trict manager is Sam K. Smith. 

C. F. Wentworth continues as Cali- 
fornia district manager of the metal 
industries department. 


The Marblette Corp. of Long Island 
City, N. Y., has 


of Gardena. Calif., as 


appointed Raw 
Chemicals, Inc., 
its new western sales and service rep- 
resentative for its line of epoxy and 
phenolic resins for casting, laminating, 
surfacing, encapsulating and other pur- 
poses in the plastic tooling and other 
phases of industrial production. 

Raw Chemicals, Inc., itself produces 
pigment dispersions, parting agents, 
catalysts and specialty chemicals for 
aircraft, electronic equipment, and _re- 
inforced plastic fabricators. 


for EVERYTHING in 
»ELECTROPLATING 
>METAL FINISHING 


Equipment and Supplies 






exclusive SouthwestXsales and service 
representative for the country’s 
leading producers of 


COATINGS «+ EQUIPMENT 
CHEMICALS «- ABRASIVES 


Manufacturers of Plating Racks 
Engineering Service—Coating Service 


DALLAS 1, TEX. 
301 N. Market St. 
Riverside 7-5423 


KANSAS CITY 8, MO. 
813 W. 17th St. 
BAltimore 1-2128 











135/Circle on Readers’ Service Card 


























































1. H. Brawner, Jr.. 
export sales division 
I: uller & 0. S 
ufacturers. 


manager of the 
of the W. P. 
an Francisco paint man- 
returned late in February 
from a month of business consultations 
in the Orient. 

On his schedule was a visit in Tokyo. 
Japan, with officfals of Mitsui Bussan 


Kaisha. Ltd.. of Fuller in- 


dustrial Discussed 


distributor 
finishes in Japan 
were plans for a joint venture to man- 
ufacture specialized industrial coatings 


in Japan. 


Grinnel has 


Richard G. 
district 


been ap- 


pointed sales manager for 
Metal Building Products Corp. of 


North Hollywood, Calif. The 


was named as sales agency for 


firm re- 
cently 
products manufac- 


eastern building 


turers. Grinnel will serve in a similar 


sales capacity for Fabricated Steel Ser- 


vice, Inc., and Hoist & Crane Mfg., 
Inc., located at the same address in 
North Hollywood as Metal Building 


Products Corp. 


\ growing shortage of 


LEA 


properly 


Industry's Abrasive 


| BONDING CEMENT 


for Wheels and Belts 
PRODUCTION TESTS SHOW 25° TO 35°% INCREASE 


: IN WHEEL OR BELT LIFE 


LEA GRIPMASTER offers other values, too. For example, 
it sizes as well as bonds. Its single grade bonds effectively 
o wide range of grit sizes. It’s more flexible. 
We're not asking you to commit yourself blindly with 
a large order. In fact, we’re offering you a generous free 
sample so that you can give a wheel or belt a good 
competitive work out. Just fill in and mail us the coupon 
below. The sample of GRIPMASTER will be in your hands 





in a few days. 


LEA-MICHIGAN, INC. 


14066 Stansbury Ave., Detroit 27, Michigan 


{A member of the well known Lea Group of Finishing Specialists) 


Lea-Michigan, Inc. 
14066 Stansbury Ave. 
Detroit 27, Mich. 


Name____ Title 








[_] Please send us your free sample of GRIPMASTER. 


(_} Please send us literature giving full details. 


trained technicians in the coatings and 
paint industry has influenced the Los 


(Angeles 


tion Club to evolve a plan for inter- 


Paint and Varnish Produc- 
esting high school students in the in- 
dustry. At the 


the association it was proposed that 


February meeting of 


paint industry firms hire students of 


science and mathematics during their 
summer vacations in order to acquaint 
them with the industry. Publicity on 
such placements would also be avail- 
able for further work _ be- 


tween semesters in following years. 


summer 


The educational session of the meet- 
ftohn Close of 
Chem. Co. The subject 
“Dispersed Colors.” 


ing was addressed by 
the Harshaw 
covered and in- 
constituents of 
as the 
advantages of press-cake colors as com- 


cluded a review of the 
water dispersed colors as well 


pared to dry pigment dispersions for 
use in emulsion paints. 


Crescent Carbon Corp., a subsidiary 
of the Crescent Corp. of Tulsa, Okla., 
initiated production of carbon and syn- 
thetic graphite in its new plant near 


Lancaster, Calif., in mid-February. 


space. 
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DEAN THERMO-PANEL COIL DIVISION 
INC. 


DEAN PRODUCTS, 


od 





The plant is the first for productior 


of carbon graphite products on the 
west coast and is located in the Ante 
lope Valley area of Los Angeles Coun- 

The plant is equipped for produc 
anodes. 


tion of carbon and graphite 


electrodes, electrolytic anodes, an 
other carbon and graphite products. 
The E. S. Gilmore Co. of Los \nge 
les has been appointed to handle the 
sale of the 


eleven western states. 


graphite products in_ the 


Clifford W. 
Narmco Resins & Coatings Co. of Costa 
Mesa, Calif.. has announced plans fo: 
construction of a $225,000 addition t 


the Costa Mesa production center that 


Brown, president of 


is expected to increase the firm’s out- 
put of aircraft structural adhesives and 
LOO” 

Approximately 7,000 square feet of 


laminating materials by 
factory area is to be added. The new 
tacilities will be designed especially for 
processing of structural raw materials 
to aircraft and missile requirements 
and will employ explosion proof elec- 


trical special pumping and 


piping systems for resins and liquids. 


systems. 


YOU WILL STOP USING 


PIPE COILS 


as soon as you know the many advantages of this Dean product 
which TAKES THE PLACE of old-style pipe coils. Costs less. Less 
Weighs less. More suencustont. See our last month’s advertise- 





DEAN, 


WHER ANEL 


Backed by —_ Years of 
Panel Coil Manufacturing. 








613 Franklin Ave. BROOKLYN 38,. N.Y. 


Tel. STerling 9-5400 
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\ with the February Sparks. He also — time. He predicted for the future more 
“gy pointed out the fact that this year use of heavy deposits, due to the fact 
he Associations and Societies Newark is leading the first division in that they can now be deposited with 
me membership increase and that each low stress. 
mi member should be interested in keep- Richard Hajer, chief finishing engi- 
- ing the Branch there. neer of Reynolds Metals Co., then pre- 
\MERICAN ELECTROPLATERS’ D. Foulke. reporting in the absence sented the principal talk of the eve- 
SOCIETY of George Wagner, stated the Christ. "ing: “New Developments in Anodiz- 
a mas Party had been a financial as well 1% Aluminum.” Mr. Hafer discussed 
7 Newark Branch as a social success with a profit of — for porous and a 
he Phe February meeting was held on about the same as last year in spite anodic coatings and the properties ol 
he L5th with President C. Struyk pre- of holding the ticket cost in face of the two types of films. A number of 
-iding over the 90 members and guests higher meal costs. slides — shown of the emesige appli- 
: ‘it ; Sou cations for which aluminum is now 
ot resent. He also reported lechnical Societies need. 
sta Three men were elected to member- Council of New Jersey symposium The number of queries at the close 
on ship, Adolph Dobbe of Diamond Hard “Controlled (Quality- \ Key to Pro- of the talks attested to the interest in 
te Chromium Co.. Robert Duva of Sel- hits and an evening program on both subjects presented. 
lal Rex Corp., and Warren McMullen of “Some Problems in Processing Water D. Gardner Foulke 
ul- Hanson-Van Winkle-Munning Co., and was scheduled for the afternoon and Secvetars 
nd eight applications were received. evening of March 28, 1957 with tickets ; 
The nominating committee. R. Ehr- available from Carr, Foulke, and British Columbia Branch 
= hardt, chairman, 7. Austin and J. Kos- Struyk. The fifth general meeting was held 
nie mos, presented a slate of officers for Dr. Dodd Carr then introduced Dr. — on February 12, 1957 at the National 
for the election to be held in March. Wil- Karl Schumpelt of Sel-Rex Corp. who — Film Board theater. 535 West Georgia 
als liam Grigat, chairman of the member- — discussed “Rhodium Plating—Past and — St., Vancouver, B. C. and commenced 
” ship committee, noted that each mem- _ Present.” reviewing past difficulties and at 8:15 p.m. 29 members and guests 
ee ber of the Branch, as a member of — pointed out how a trace of lead ac- were present. 
ig the committee, received an application counted for improved deposits at one The secretary read the minutes of 








Pace ans taba A 








< 


FORMAX 





~~, 


“ 
wat ‘ 
a“ 









SISAL BUFFS 


A Dual-Purpose 


Polishing and Buffing Wheel! 





Call for Zippo Sisal Buffs when you have 
need for a fast cutting, heavy duty wheel to 
remove surface imperfections from ferrous 
metals. You will find they serve excellently 
to blend and smooth stretcher strains, orange 
peel, light die marks and polishing wheel 
grit lines. And—at the same time leave a 
bright surface finish. 












How to stop piping corrosion 


This mark identifies the leading brand of PVC fittings, flanges 
and valves. Made by Tube Turns Plastics—injection molded 
by the exclusive Hendry process — unsurpassed for strength 
and uniformity. 

The ttp line is complete and is available nearby. For com- 
plete information, write for Bulletins 119 and 122. Tube 
Turns Plastics, Inc., Department PM-4, 2929 Magazine Street, 
Louisville 11, Kentucky. 





Write for Descriptive Literature 





A 
4 
q 
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Sy 


£ 5 » TUBE TURNS PLASTICS, INC. 


2 Ry Louisville 11, Kentucky 


Call your TUBE TURNS PLASTICS’ Distributor 


ie : 
. 4. _ 
DETROIT 7, MICHIGAN 


“THE FOUR McALEERS. 
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the previous meeting which were ap- 
proved, President Bill Marquardt men- 
tioned receipt of copies of the “Branch 
Officer’s Manual” and also advised the 
membership that a request for a perma- 
nent charter had been granted and 
that in all probability it would be ofh- 
cially presentedeby the national presi- 
dent on March 29 or 30, There was a 
discussion re the possible donation of 
books to the new civic library which 
was referred to a later meeting. 

Z Lee 


discussed the films to be 


shown, which were “No Man is an 
Island” from Consolidated Mining in 
Trail, B. C.: “Motormania” a Wali 
Disney short on safe driving: and fi- 


nally “Breakthrough” showing the use 
of Ingersol-Rand compressors and 
drills in compleiing the underground 
tunnel at Kitimat, B. C. The film origi- 
nally scheduled “Corrosion in Action” 
unfortunately did not arrive in time so 
it will be shown at a later meeting. 
The meeting adjourned at 10:30. 


J. Lee 


Secretary 
Central Michigan Branch 


The Central Michigan Branch met 
on February 12 at the Porter Hotel 
in Lansing. The business meeting, 
opened by President G. S. Woodruff, 
concerned the coming election of off- 
cers. and a discussion of possible 
changes in meeting nights and _ loca- 
tions. 

The speaker for the evening was the 
National AES second vice-president. 


Herberth E. Head, of the Chrysler 


Corp.. whose subject was *Electroplat- 
ing on Stainless Steel.” Because of the 
excellence of the presentation and the 
interest in the subject in this automo- 
bile-trim conscious area of Michigan. 
the lively discussion and social hour 
continued for hours. 

Earl D. Creese 

Publicity Secretary 
Detroit Branch 

The February meeting of the Detroit 

Branch was held in the Founders’ 
Room of the Sheraton-Cadillac Hotel 
1957. President How- 
ard McAleer opened the meeting at 
$:20 


from the floor for the coming elections. 


on February 1. 


p.m. He asked for nominations 
As none were forthcoming, the nom- 
inations were closed. The National So- 
ciety has appointed Manuel Ben as 
vice-chairman of the 1959 convention. 

Clarence DeGrote was appointed edi- 
tor of the “Scoop” sheet which will 
accompany the meeting notices from 
now on. He will report on local color 
personalities and production of mem- 
bers individually or company wise of 
the Branch. As usual, John Hitchcock 
was appointed chairman of the Tellers’ 
Committee for the coming elections. 
Educational Chairman, Doug Thomas, 
announced that the March meeting will 
be Ladies Night. Speaker of the even- 
ing will be Robert DeVor of the Du- 
Pont Co. His topic will be, “Progress 
Must be Created.” 

Bert Lewis, of the Northwest Chem- 
ical Co., welcomed the old timers, as 
this meeting was in their honor. He 





BUFFS FOR INSIDE POLISHING 





GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 


RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


contour. 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 


help cut your polishing costs. 


Your request on your letterhead will bring our complete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


1660 Summerfield Street 


Brooklyn 27, N. Y. 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 
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also introduced Ernest Bechtel, speak- 
er of the evening. Mr. Bechtel’s speech. 
“The Development of Plating since 
1907” was very reminiscent for many 
of the two hundred members in atten- 
dance. 

The meeting was adjourned about 
10 p.m., followed by refreshments. 


Patrick J. Driscoll 
Pittsburgh Branch 


The regular monthly meeting of the 
Pittsburgh Branch was held February 
6 at the Gateway Plaza in Pittsburgh. 
Dinner was attended by approximately 
65 members and guests. Included were 
23 wives of members who hope to 
start an auxiliary in Pittsburgh. After 
dinner President M. Ceresa welcomed 
the ladies and introduced R. Burford. 
who was chairman of the committee to 
get the ladies out. Entertainment in 
the form of a bingo game was provided 


for the held 


their regular business meeting. Prizes 


women while the men 
were donated by the various suppliers 


of the area. 


The first item of business was the 
election of John C. Fugazzi of National 
Casket Co. to membership in the So- 
ciety. A report on the Ladies’ Night 
Banquet scheduled for Saturday. Avril 
27 was given by President Ceresa. This 
gala affair is to be held at the Gate- 
way Plaza and promises to be a very 
worthwhile evening of entertainment 
for our membership and friends. R. 
Burford and F. Mountain are handling 
the arrangements this vear. 


There were ten guests present at the 
meeting so each was asked to introduce 
himself and tell of his company affilia 
tion. A letter from J. Coros, who was 
absent due to a recent accident. was 
read concerning the January Interim 
meeting. The meeting was attended by 
fifty to fifty-five delegates and Na- 
tional Officers of the Supreme Societs 
making it one of the most successful 
since this type of meeting was institu- 
ted by Past President Cleve Nixon. 

The slate prepared by the nomina- 
ting committee under the chairmanship 
of E. J. Smith was read by Secretary 
F. Stevens. It is as follows: President. 
1. H. Schram, Jr.; First Vice-President. 
J. R. Crain; Second Vice-President. 
W. F. Pizoli; Secretary, W. F. Stevens: 
Treasurer, R. E. Woehrle; Librarian. 
W. J. Musmanno; Delegates, FE. J. 
Smith, Myron Ceresa and R. A. Woof- 
ter; Alternate Delegates, R. H. Schind- 
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r: R. E. Varner and R. J. Goldbach: 
Noard of Managers. R. E. Varner, R. 
/, Schindler and Myron Ceresa. Nomi- 
the 
vor by President Ceresa. There were 


ations were then invited from 


President Ceresa reminded 
that 


pen again before the election next 


one. but 


the group nominations will be 
ionth. The meeting notice for the 
\larch meeting will also include the 
\ominating Committees’ slate and in 


‘ite others to be nominated from the 


ioor. 

Librarian R. E. Woehrle introduced 
Dr. S. Spring, Laboratory Director of 
the Kelite Corp. The subject of Dr. 


Spring's paper was “Preparation of 


Metal Surfaces for Painting as by 
Phosphatizing.” During the © short 
break which followed Dr. Spring’s 


paper, the drawing for the door prize 
was held. The prize. a beautiful Lazy 
Susan donated by R. Goldbach of Har- 
shaw Chemicals was won by E. Keller. 
The Ladies also had a grand prize, an 
electric fry pan, which was won by 
Vrs. J. Mechtly. 

Following a few questions and some 
discussion of phosphating. the meeting 
was adjourned. 

Fred Stevens 
Secretary 


Chicago Branch 


The regular monthly business and 
technical meeting of the Chicago 
Branch was held Friday, February 8, 
at the Western Society of Engineers. 
The general subject for the evening 
was “Conversion Coatings.” The first 
speaker, Rudy Huzucha of the Clinton 
Co., discussed “Organic Finishes” with 
respect to plating. Rudy, an old time 
member of the branch has distingu- 
ished himself by not missing a meeting 
in 42 years. He also was given a Mer- 
itous Service Award by the society last 
year. Rudy discussed water-dip _ lac- 
quers, precipitating thinners, and lac- 
quers for brass finishes. This informa- 
tive discussion was concluded by a 
very interesting question and answer 
period. 

The second speaker of the evening 
was our own Dr. R. E. Harr of the 
Western Electric Co. and president of 
the Chicago Branch. He discussed the 
evaluation studies made by A.S.T.M. 
on zinc plated panels treated with vari- 
cus types of chromate films. A series 
of colored slides was used to show the 
appearance of the panels after the ex- 
posure periods, Russ pointed out that 
this work was in its preliminary stages 
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and that an attempt is to be made to 
correlate these exposure results with 
those obtainable in accelerated corro- 
sion tests. 
The meeting was well attended and 
proved to be informative. 
F.C. Corre 
Publicity Chairman 


Chicago Branch 

The 45th 
banquet of the Chicago Branch was 
held at Hilton Hotel on 
Saturday. January 26, 1957. The execu- 


educational session and 


the Conrad 


tive secretary of the National Society, 
John P. Nichols was officially intro- 
duced to the Branch. Among the guests 
were Herberth Head and Ralph Wy- 
song of the National Society and Peter 
Kovatis, secretary of the N.A.M.F. 

Three timely and interesting papers 
were presented at the afternoon ses- 
sion. They were as follows: 

1. “Structural Materials in Reactor 
Design.” Dr. J. H. Monaweck, Asso- 
ciate Chemical Engineer, Argonne Na- 
tional Laboratories. 

Dr. Monaweck described some of the 
materials that are used to construct 
atomic reactors. He also discussed the 
types of plating used as well as the con- 
ditions the plating must withstand. 

2. “Gas Plating.” Melvern J. Hiler, 
president. Commonwealth Engineering 
Co. 

This paper covered the equipment 
and the reactions involved in deposit- 
ing metal from the gas phase rather 


Is METAL WASHING 


| in YOUR 
PRODUCTION PICTURE? 


If you have a problem of cleaning 
metal products of various sizes and 
shapes you may find the solution in 
an inexpensive A-F Engineered 
Cleaning Machine . . . one that fits 
right into your production picture. 





If one of our standard units will 
not do the job, A-F Engineers are 





than from electrolysis such as is nor- 
mally done in electroplating. 

3. “Hydrogen Embrittlement,” Dr. 
L. D. McGraw, assistant chief of the 
Electrochemicai Engineering Division. 
Battelle Memorial Institute. 

This paper covered a discussion of 
mechanism for the entry of hydrogen 
into basic metals, the measurements of 
hydrogen damage, and the relief of em- 
brittlement. 

The technical sessions were very well 
attended and proved to be profitable to 
all. The day came to a close with the 
annual banquet which was enjoyed by 
all the 1100 persons present. 

I. C. Corre. 
Publicity Chairman 


New Haven Branch 


The February meeting of the New 
Haven Branch was called to order at 
8:15 P.M.. 1957. by 
President, Austin Jackson. The roll call 


February 12. 


of officers was held. A moment of si- 
of L. Rosenthal, a 
charter of the New 
Branch. The Educational Committee's 
report was read by C. Kuster. This re- 
port had to do with technical papers 
for Plating, the answer received from 
Frank Eddy and what New Haven’s 
answer should be. It was suggested by 
Al Ferguson that Mr. F. Eddy or any 
other National officer be invited to at- 
tend a meeting of the New 


lence in memory 


member Haven 


Haven 
Branch and discuss the problems with 
the members. 

Ed Foley reported on the course of 








specialists in custom-built cleaning 
and processing equipment that in- 
sures faster production and higher 
product quality at lowest cost. 


Write for Special Brochure 


A-F ENGINEERED Cleaning and Finishing Machines 
Plant-Wide Conveying Systems 
Pre-Engineered Conveyors—Rollers, Wheel, Belt, Trolley 
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platers given at New Haven College. 
7 he first session of iS weeks has been 
completed with 10 students completing 
the course. The 2nd session will start 
1957, will run for 


15 weeks. The sessions will be on “Elec- 


February 18, and 
troplating Solutions.” 

The motion was made and seconded 
that the membership committee send 
out questionnaires to all members on 
why we do not have better attendance, 
what their interests are, etc. Motion 
passed. 

\ motion was made and carried that 
new members be given the A.E.S. pin 
upon acceptance into the Society. A 
suggestion was made that the present 
members obtain lapel pins to wear. 
This pin would let people know who is 
an A.E.S. member and might aid in 
getting new members. 

\ letter from the Bridgeport Branch 
announcing their “Old Timers Night” 
to be held on February 28, 1957, was 
read. Austin Jackson gave a report on 
the Regional meeting. The Regional 
Convention is all set for April 27, 1957, 
at the Statler Hote! in Hartford, Conn. 
Dr. Walter Meyer of Enthone, Inc., Dr. 
Harry Walker of Walker Division, 
Norma Hoffman Bearings, and K. L. 
Bellinger of Chemical 
Corp. will be the speakers. Dinner and 


Conversion 
dancing will follow the Educational 
and Ladies’ programs. 

\t this point the meeting was turned 
over to Wm. Hottel, the technical chair- 
man. Mr. Hottel introduced the speak- 
er of the evening E. L. Combs, Chro- 
mium Chemical Division, Diamond Al- 
kali Co., Cleveland Ohio. Mr. Combs’ 
subject, Up to 
Date,” was very well presented and 
very educational. A lively question and 


“Chromium Plating 


answer period followed. The door prize 


was donated by Wm. Hottel, Diamond 
Alkali Co., Cleveland, Ohio. The meet- 
ing adjourned at 10:15 P.M. 

B. Gaffney, 


Sec.-Treas. 


Los Angeles Branch 
tom 


More than 200 years of plating ex- 
perience were represented by the seven 
charter members of Los Angeles 
Branch, who were guests of honor at 
the “Charter Members Night” on Feb- 
ruary 13 at Rodger Young Cafe, Los 
\ngeles. 

Seven of the nine living members 
who assisted in the founding of the 
1930 


served as panelists in a two-hour dis- 


branch in were present and 
cussion on “How things were done in 
plating 30 years ago.” 

With Earl Coffin, himself a charter 
member, as master-of-ceremonies, the 
following founding fathers were intro- 
duced: 

John Merigold, retired, who started 
his plating career on the Atlantic Coast 
than 50 then 
operated the Merigold Plating Co., a 


more years ago, and 
precious metal plating shop, in Los 
Angeles, for more than a quarter cent- 
his retirement a few 


ury until years 


ago. 

Bernie C. Gardes, who is still active 
as manager of the plating department 
for Plating, Inc., Glendale, Calif., and 
who, during his 35 to 40 years in the 
industry, has operated various shops 
of his own in Southern California. 

Edwin Post Robinson, retired for 20 
years and living on a farm near Nor- 
walk, Calif.. son of the man known as 
“Robinson the Plater” in Chicago a 
half century ago. Mr. Robinson was 
active with the Snow Mfg. Co. in Los 
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Angeles for many years as a plater « 
gas heater parts. Back in the middl 
twenties Mr. Robinson succeeded Cla 
ence Thornton, also a charter membe; 
when Thornton resigned from the con 
pany ’s plating department to engag 
as a plater of gold-plated bank sign 


in the San Fernando Valley area « 
Los Angeles. 

Don Bedwell, plant superintenden 
for Hall-Mak Co., Los Angeles, know: 
California 


Bedwell has been a part of 


as the “dean of Southern 
platers.”” 
the plating industry of Los Angeles 
for nearly 40 years. At the time the 
branch was being established he ope: 
aied Deluxe Plating Co. at 109 Eas| 
3ist St, Los Angeles. in partnership 
with his brother, Gene Bedwell. He has 
been plant supervisor for Hall-Mak 
for the past 18 or 19 years. He is an 
honorary life member of the Supreme 
Society. 


Ray Vasquez, now in the plating de- 
partment of Keystone Mfg. Co., North 
Hollywood, Calif. A few days after 
Earl Coffin opened his Palace Plating 
Co. in Los Angeles in 1927, Vasquez 
showed up and asked for a job as a 
plater. Earl was filled up but agreed 
to put Ray on for a week or so of 
work. The job lasted 25 
years and ended only when Earl sold 


temporary 


his shop in 1952 to join the sales staff 
of the L’Hommedieu Co. in Los An- 
geles. 

Harold Coombs, president of Crown 
City Plating Co.. Pasadena, Calif. Mr. 
Coombs came to Southern California 
from Eastern Canada many years ago. 
served as manager of Crown City after 
it was established by his father, and 
later ascended to the presidency. His 
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n. Robert L. Coombs. is also active 

| the firm today. 

Earl Coffin, as master-of-ceremonies, 

is too modest to talk about himself, 

ut he has had a long and honored 

ireer in Southern California plating. 
le operated his own shop, Palace 
‘lating Co., in Los Angeles, for 25 
ears and, in the early 1950's, sold out 
with the idea of retiring. His retire- 
nent lasted four months, when he join- 
od the sales engineering staff of L’>Hom- 
medieu’s Los Angeles branch, and is 
-till active today in calling on the 
plating trade. 

Two other charter members were 
unable to attend because of ill-health 
Clarence Thornton, manager of L’Hom- 
medieu's West Coast branch in Los 
\ngeles; and Phillip Virtue. president 
of Virtue Bros. 

The Messrs. Merigold, Gardis, Ro- 
binson, Bedwell, Coombs, and Vasques 
manned a panel that answered ques- 
tions and discussed old-time plating 
methods as compared to today’s tech- 
niques. Mr. Coffin moderated the dis- 
cussion, 

Mr. Merigold had some interesting 
comments on salt water gold plating 
technique of 40 or so years ago. The 
plating arrived at by that method, Mr. 
Merigold explained, was very thin and, 
in reply to a question of how they 
measured the thickness of the gold, he 
replied: “We didn’t measure it. There 
was no such thing as measuring the 
gold deposit. | don’t think we got 
around to measuring the thickness 
until around the time of World War I.” 
Mr. Coombs explained that platers 
were more or less compelled to keep 
the thickness of gold plate down so 
the government would not try to tax 
the finished product as a luxury item. 


This caused them to keep the deposit 
as thin as was consistent with efficiency. 
and the plating was done with 22 karat 
gold. 

The discussion then veered into a 
side-track about electroless gold plat- 
ing, a comparatively recent develop 
ment. Al Sulzinger, plating foreman 
for Hughes Aircraft Co., Culver City, 
Calif., reported that his shop was do- 
ing some electroless gold plating with 
deposits measuring as thin as 30 mil- 
lionths in thickness. 

In reply to a question of what alloy 
of gold was being used today. Henry 
Saklad of Sunset Plating Co., Burbank. 
Calif., replied that in that shop they 
still stick to the commercial 24 karat 
cold cyanide bath. 

Mr. Bedwell and Earl Coffin took 
over the lead in a subsequent discus- 
sion of “old time solutions.” Mr. Bed- 
well commented on early copper baths. 
The trouble with them was, he said. 
that they had rather poor adhesion. 
He discussed the old time acid coppe: 
bath and told why he had used it in 
the old days and why he eventually 
quit using it. 

Other subjects covered in the gen- 
eral discussion included how cyanide 
copper can be kept soft enough to buff: 
how to polish and buff copper; types 
of buffs to use; pyrophosphate copper: 
fluoborates; and the value of a P.R. 
unit in copper. 

Seven new members were installed 
at the February meeting. They were 
Charles King, Robert L. Coombs, Ro- 
bert J. Swisher, James Phelan, C. J. 
Bockman, Downey Morgan and Jerome 
4. Weaver. The applications of eleven 
others were received for future pro- 
cessing. 

Harvey Hunt, 


general chairman, re- 
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e ALLIED bagsare standard 
throughout the country, yet are 
lowest in price 


Material especially known for 
strength treated for removal of 
starches, plastisizers, and leaf 
Anode bags of cotton nylon, 
vinyon, orlon, dynel and 
polyethylene 


ALLIED INDUSTRIES CO. 18400 MT. ELLIOTT AVE. 


DETROIT 34, MICHIGAN 


] 
| 
We make more anode bags than all other makers combined 
' 
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ATCH BRUSHE 


SINCE 1856 


Tee ©» Co 


For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 


Write (Dep't. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. Box 116 Saugerties, N. Y. 
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ported on arrangements for the 
branch’s 27th annual educational ses- 
sion and dinner dance which is to be 
held at the Ambassador Hotel. Los 
Angeles, on March 23. A slate of can- 
didates for new ofhcers was submitted 
by G. Stuart Krentel, nomination com- 
mittee chairman. The election will be 
held March 13. 

It was reported that D. FE. Eldred. 
who was hospitalized with a_ severe 
heart attack a year ago, is still at his 
home. 8804 Duarte Road, Arcadia, 


Calif.. and would welcome visitors. 


Indianapolis Branch 


Thirty-two members and guests of 
the Indianapolis Branch enjoyed a 
steak dinner at Fox’s Steak House on 
February 6. 1957. Marshal Whitehurst. 
president, called the meeting to order 
at & P.M. and asked for introductions. 
Minutes of the January meeting were 
read and accepted. Treasurer's report 
was accepted as read in a motion by 
QV. Shockley. which was seconded and 
carried. 

Les Reynolds, reporting for the Tri- 
State committee, called attention to a 
good financial condition and that the 
advance details of the March 30th 
meeting has already been mailed. 
Harry Smith made a motion, which 
was seconded by Elmer Lundberg, that 
the branch re-elect Fritz Anderson as 
senior member, and Les Reynolds as 
junior member of Tri-State Region 
AES for 1957 term. Motion was car 
ried. 

John Hood reported the following 
items as the high lights of January 
Intermin Meeting. Herberth Head sug- 
gests that membership committee take 
on three members and drop three 
members each year. The possibility of 
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changing the name of “Plating” was 
detinitely turned down. Present mem- 
bership totaled 7,244. The National 
\ES wants more space to do a better 
job. All committees to have nine mem- 
bers with three year terms staggered. 
having three on and three off each 
vear. Delegates suggested that “Inter- 
min Meetings” be held in smaller AES 
branches. 

Dave Sivertsen reported the “Paper 
Committee” needs more time to com- 
pile all of the notes because a large 
part of the experimental work is car- 
ried out in other plants, but the initial 
draft should be ready for May meeting. 

Marshal Whitehurst stated that the 
March 6th meeting will be “Sustaining 
Membership” nite and it will be held 
at the Continental Hotel. John Holland 
made a motion for the branch to ap- 
prove the expense of all of the invited 
guests. The motion was seconded by 
Harry Smith and carried. 

Dr. A. Max made a motion for the 
branch to subscribe for Sustaining 
Membership for 1957. Motion was sec- 
onded and carried. Dr. Max reported 
that to continue the Purdue Extension 
class on plating, a minimum of 16 
will be required and 12 more must 
register by tomorrow nite. 

Loren Stevens introduced Raymond 
Kotz, of Belke Mfg. Co., who gave a 
lot of practical information on plating 
racks. Write up of his presentation 
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CONTACT WHEEL 


The New Duro-Red Live Rubber 
contact wheel — Faster, smoother, 
cleaner grinding and polishing. 





It’s the Live Rubber that makes the 
difference. It’s been proven! 


WRITE TODAY FOR INFORMATION. 


THE NAZAR RUBBER CO. 
2727 Avondale, Toledo 7, Ohio 
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was made in May 1956 meeting of 
Miss. Valley branch. Meeting was ad- 
journed at 9:35 P.M. 
Paul Freeman 
Secretary 


Pittsburgh Branch 


The Pittsburgh Branch of the 
American Electroplaters’ Society will 
hold their annual Dinner and Dance 
on Saturday, April 27, 1957 at the 
Gateway Plaza Main Dining Room. 

The program includes a fine steak 
dinner, dancing to Lee Kelton’s or- 
chestra, door prizes, favors to the 
ladies and free parking at the Gateway 


garage. Tickets are priced at $7.50 per 
person. 





R. M. Burford, Jr. 


F. W. Mountain 


The co-chairmen, Bob Burford of 
Pennsalt Chemicals and Frank Moun- 
tain of Hanson-Van Winkle-Munning 
Co.. invite all those who are interested 
in this affair to attend. Reservations 











should be made early so that a dinn 
may be ordered in advance. You mi: 
contact either Mr. Burford. Mr. Mou 
tain or Myron Ceresa, President 
the Pittsburgh Branch. Mr. Ceresa m 
be reached at Westinghouse Elect; 
Corp. by calling EXpress 1-2800, | 
tension 2419. 


THE ELECTROCHEMICAL 
SOCIETY 

The Electrochemical Society. Inc.. 
will hold its 11th meeting at the Hotel 
Statler, Washington, D. C., from May 
12 to 16, 1957. Six divisions of the 
Society will hold sessions at that meet- 
ing. 

The Theoretical Electrochemistry Di- 
vision, and the National Science Foun- 
dation have scheduled a joint sympos- 
ium of six sessions on the structure 
of electrolytic solutions (electrolytes) : 
speakers from all over the world will 
present papers at this symposium. The 
Theoretical Electrochemistry Division. 
has also scheduled two general ses- 


sions. 


NATIONAL ASSOCIATION 
of 
METAL FINISHERS 


The Department of Commerce has 
just announced that it will form an 
Electroplating Industry Advisory Com- 
mittee on which the Job Platers will 
be represented. It is expected that this 
will insure: 





Cooler, Faster Buffing 
with 


45° Spoke Buffs 





Patented spoke mounting princi- 
ple maintains best cutting angle 
of 45° for faster, smoother cutting 
with less pressure and no streaks. 
Ventilation from 24 openings. 


Write for folder. 


GUARANTEED BUFF CO., INC. 


20 VANDAM ST., NEW YORK 13, N. Y. 
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(1) An equitable distribution — of 
vickel in the near future: 

(2) An equitable distribution — of 
cadmium, zine, tin, copper and any 
other metals or minerals which may 
be in short supply in any future emer- 
cency s and 

(3) A voice in all matters affecting 
the well-being of the Industry. 

\AMF John Palik, Jr.. 


has submitted a list of names of job- 
shop operators to BDSA to serve on 


President 


the important Advisory Committee. 


AMERICAN SOCIETY FOR 
TESTING MATERIALS 


ASTM Committee Outlines 


Atmospheric Exposure Program 


At its meeting in Philadelphia, Feb- 
ruary 8, 1957, ASTM Committee B-8 
on Electrodeposited Metallic Coatings 
reported on a preliminary outline of 
an atmospheric exposure program en- 
tailing 27 plating variations of panels 
at three test sites. The specimens cover 
copper, nickel, and chremium plating 
on various aluminum alloys and also 
include similar plated coatings on steel 
panels for comparison. 

\ Summary of Observations of Fac- 
tors Influencing Adhesions of Organic 
Coatings to Chromium Plated Surfaces 
was presented for Committee B-8 ap- 
proval. The purpose of the report is to 
serve as a guide for those interested 
in the use of supplementary organic 
coatings on chromium plated surfaces. 
It will be published in the Committee 
B-8 Annual Report for 1957. 


Committee B-8 was organized in 
1941 to specifications for 
electrodeposited and 


prepare 
chemically _ re- 
duced metallic coatings of all kinds on 
all types of basis materials, subsequent 
treatments of such coatings. methods 
of testing these coatings and materials 
required for their production: includ- 
ing all pertinent investigations of the 
substrati, the methods of production. 
the properties of these deposits and 
their performance under conditions of 
use and test: excluding only specifica- 
lions for metal products to which such 
coatings are applied. 

Officers of the committee are: C. H. 
Sample, The International Nickel Co.., 
New York City, chairman: R. B. Sal- 
tonstall, The Udylite Corp.. Detroit. 
Mich., vice-chairman; and D. M. Bigge, 
Chrysler Corp.. Detroit, Mich.. Secre- 
tary. 


METAL FINISHING, 


April, 


Atmospheric Corrosion Program 
Planned 

ASTM Committee B-3 on Corrosion 
of Non-Ferrous Metals and Alloys an- 
nounced at its Committee Week Meet- 
ing in Philadelphia the week of Feb- 
ruary 4-8, 1957, that a new and exten 
sive atmospheric corrosion program 1s 
planned on non-ferrous metals and al- 
loys. The program calls for the expos- 
ure of many of the newer alloys and 
some of the metals such as titanium. 
which have recently become of com- 
mercial importance. The exposures will 
be made at Point Reyes, Cal., Kure 
Beach, N. C., State College, Pa., and 
in the New York area ( Newark, N. J.). 
This will provide a mild and a severe 
marine exposure, a rural and an indus- 
trial atmosphere exposure. Plans call 
for the removal of specimens at the 
end of two, seven, and up to 20 years. 

An eight year program of calibra- 
ting various exposure sites in North 
America has been completed. The data 
will be published in the near future 
and will show the relative corrosivity 
of the various locations. Zinc and steel 
panels have been used in this project. 
Initial examination of the data reveals 
a rather wide range of corrosive con- 
ditions. 

Standardization of salt fog and other 
tests continues as experience is gained 
from cooperative studies between vari- 
cus laboratories. This is part of the 
continuing program of Committee B-3 
to develop engineering information re- 
lating to the behavior of non-ferrous 


metals when subjected to accelerated 
and long term corrosion tests. In addi- 
tion, the committee is concerned with 
the study and development of test 
methods, the study of corrosion resist- 
ance and development of methods to 
protect non-ferrous metals from corro- 
sion. 

The officers of the committee which 
will meet again at the ASTM Annual 
Meeting June 16-21, 1957 at Atlantic 
City are: K. G. Compton, Bell Tele- 
phone Labs., Ine.. chairman; FE. A. 
Klectric Corp.. 
W. Tracy, The 


American Brass Co.. secretary. 


I. A. E. S. 


The headquarters office of the Inter- 


Camp, Westinghouse 


vice-chairman; and A. 


national Association of Electrotypers 
and Stereotypers, Inc. was moved on 
February Ist. from 701 Leader Build- 
ing to 1058-59 Leader Building. Cleve- 
land 14, Ohio. With expanded activi- 
ties and new duties assigned to it by 
the board of directors last December 
additional office space, mailing room, 
and storage space was required. 


OBITUARIES 


GEORGE L. NANKERVIS 


George L. Nankervis, prominent in 
the metal finishing industry for over 


35 years, passed away suddenly on 


e When Better Compositions Are Made, 
SPEEDIE Will Make Them! 


With apologies to a certain automobile 
manufacturer, users of SPEEDIE Buff- 
ing and Polishing Compositions have 
learned to depend on The Buckeye 
Products Co. for the latest in buffing 
and polishing compounds. Bar or liquid 
tripoli or stainless steel SPEEDIE 
friends rely on the experienced Buck- 
eye laboratory technicians to come up 
with the answer to their toughest buff- 
ing problems. 
If you have a particularly difficult 


buffing job, toss it to us. Prompt, direct 
and close cooperation between Sales, 
Engineering and Laboratory will solve 
your problems. Write us — today! 


The BUCKEYE PRODUCTS Co. 
7033 Vine St., Cincinnati 16, Ohio 
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February 13 at the age of 59. He was 
founder and president of the George 
L. Nankervis Co., well known for its 
engineering and installation of elec- 
troplating facilities. 

Mr. Nankervis’ career in the indus- 
1922. in 


° oe ° 
manufacturer’s — re presentative. 


try began in Detroit. as a 
hand- 
ling many of the well known lines of 
equipment and supplies including 
Chandeysson Electric and the Meakei 
Co. He was active in the industry and 
did much to advance the science of 
mass production electroplating. He 
was a sustaining member of the Amer- 
ican Electroplater’s Society and a past 
president of the Metal Finishing Sup- 
1947 he was 


general chairman of the AES Conven- 


pliers Association. In 
tion and Industrial Finishing Exposi- 
tion held in Detroit. 


Prior to World War Il, Mr. Nanker- 
vis began the manufacture of highly 
specialized plating and anodizing 
racks, automatic compound applicators 
and similar equipment for the defense 
effort. Following the war, he pioneered 
in the complete engineering and_in- 


stallation of mass production electro- 





plating systems, and in 1946 engi- 
neered and installed, what was at that 
time, the world’s largest fully auto- 
matic electroplating facility for the 
Pontiac Motor Division, GMC. 

Later on he diversified the activities 
of the company into the custom built 
testing field. Today in addition to its 
position in the metal finishing indus- 
try, the company is also a major pro- 
ducer of complex electronic and hy- 


draulic test instruments and equipment. 
used in both the automotive and air- 
craft industries. 

Besides his many accomplishments 
in the industrial world. George Nan 
kervis was widely known for his work 
with youth groups. Since 1935 he was 
a member of the board of the Boys’ 
Club of Detroit, a past president, and 
vice-president of the Boys’ Committe: 
of Detroit. and a director and _ vice- 
president of Northwest Youth, Ine. 

He was a director of the American 
Ordnance Association— Detroit Branch 

and a member of the Engineering 
Society of Detroit. American Electro- 
platers’ Society and the Newcomen 
Society. 
his wife. Helen. 


and a daughter. Mrs. John R. Clippert 


He is survived by 


and two brothers. Russell and Homer. 
EMANUEL COHAN 


Emanuel Cohan died on February 5. 
1957 of a heart attack. He was presi- 
dent of Cohan-Epner Co., Inc., of New 
York City. one of the old established 
job shops in the East. He started as an 
apprentice in 1902 and formed a part- 
nership with Mr. Epner in 1911. 
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TURKISH EMERY 


For color and lustre be d compare, speci- 
fy INDIAN BRAND TURKISH EMERY. 
Preferred by those who know the best. 

Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 








“INCREASE IN WAGES” 


‘‘The lessons have helped me consider- 
ably in my work; | have received an in- 
crecse in wages since | started taking 
the ccurse,’’ writes plating foreman 
L. N. Riggs of Sabina, Ohio. Experience 
has shown that those men who take 
ELECTROPLATING KNOW HOW, the 
unique home study course, better them- 
selves. Why not investigate? Write to- 
day! Joseph B. Kushner, Electroplating 
School, 115 Broad Street, Stroudsburg 
12M, Pa. 








SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 
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REPRESENTING: 


ACME * AGET DETROIT ¢ BINKS 


212 S. CLINTON ST. 
ST 2-8662 





EQUIPMENT AND SUPPLIES FOR POLISHING, 
BUFFING, AND MECHANICAL FINISHING 


GLUE * BUFFS * PUMICE * WHITING * POLISHING WHEELS 
CRYSTALON BRICKS * LIQUID & BAR BUFFING COMPOUNDS 
EMERY * COLD CEMENT * HAND & POWER BRUSHES 


CHURCHILL * CLAIR * CURTIS * FORMAX * MINNESOTA 
MINING * ROTO FINISH * CLINTON SUPPLY * MILWAUKEE 
BRUSH * STANDARD ELECTRICAL TOOL 


The MANDERSCHEID CO. 
CHICAGO 6, ILL. 


COMPLETE CATALOG SENT ON REQUEST 


CHICAGO RUBBER 
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FOR NON-STREAK, FAST CUTTING 
AND HIGH-LUSTRE FINISHING 


CUTS AND COLORS 
IN ONE OPERATION 


for more 
keys to 
GREATER 
BUFFING OUTPUT 
Sse pages 15, 108, 114, 118 


American Burr Company 


2414 South LaSalle Street Chicago 16, Illinois 





April, 1957 
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ADVERTISING RATES 
Per column inch per insertion 
1 time - - - $10.00 
3 times - - 9.00 
6 times - 8.50 
Yearly (12 times) 8.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 








FOR SALE 


NEW AND REBUILT POLISHING AND BUFF- 
ING LATHES — CONSTANT AND VARIABLE 
SPEED — SINGLE AND DOUBLE MOTOR 
DRIVES — 3 PHASE, 60 CYCLE, 220/440 
VOLT, 1 TO 20 H.P. IN STOCK, AS FOL- 
LOWS: 


3—Standard Electric, double 5 H.P. individ- 
ual spindles, variable speed, 1500-3000 
RPM. 

1—L’Hommedieu, Model 20A, 714 H.P. 
variable speed, 1500-3000 RPM. 

1—Hammond, 5 VRO, 5 H.P. variable 
speed, 1500-3000 RPM. 

6—Hammond, 7 RR, double 5 H.P. and 
double 7 individual spindles. 

2—Gardner, eg 3DB, double 7142 H.P. 
individual spindles. 

3—Divine, Type VCS, 5 H.P. constant 

d 


speed. 

6—L’Hommedieu #12, 712, 10, 15 H.P. 
Constant speed. 

5—Acme semi-automatic motor drive buffing 
workholders. 

10—Backstand Idlers — Divine, Hammond, 
Portercable, Manderscheid. 


GUARANTEED REBUILT PLATING RECTI- 
FIERS — 3 PHASE, 60 CYCLE, 220/440 
VOLT. COMPLETE WITH OPERATING 
ACCESSORIES 
1—3000 ampere, 0-6 volt, Selenium Udylite, 

self-contained. 


2—1500 ampere, 6-12 volt, Selenium Rapid 
self-contained. 

2—1500 ampere, 0-12 volt, Selenium Wag- 
ner, remote control. 

1—1500 ampere, 6 volt copper magnesium 
Mallory Udylite, basic. 

1—400 ampere, 0-6 volt Mallory Udylite 
Jr., self-contained. 

MECHANICAL PLATING BARRELS FOR 
CYANIDE, COMPLETE WITH MOTOR 
DRIVES, TANKS AND RODS 
6—Crown, single cylinder units. 
1—Crown, double cylinder unit. 
1—Crown, three cylinder unit. 


FILTERS 


1—500 GPH, Sparkler Acid Filter. 
1—300 GPH, Belke Acid Filter. 
1—14” x 28” Industrial Acid Filter. 
1—-SD6-6 Alsop Cyanide Filter. 


SPECIAL 


1—Used Crown, semi-automatic Plating Ma- 
chine (rubber lined) complete with con- 
veyor mechanism, lead heating coils and 
variable speed drive. Size of tank — 24’ 
long x 52” wide x 42” deep. 
REBUILT PLATING M/G SETS 
FULL CONTROL PANELS 


a ampere, 9/18 volt Chandey- 
— syn. 25° exciter in head. Built in 


1—4000/2000 ampere, 9/18 volt Chandey- 
pl syn. 25° exciter in head. Built in 


1—(Twin 3000 ampere) 6000/3000 amp- 


ere, 12/24 volt Chandeysson Syn. exciter 
in head. 


NEW CLINTON FAN COOLED SELENIUM 

RECTIFIERS COMPLETE WITH BUILT-IN 

VOLTAGE REGULATION AND ALL NECES- 
SARY OPERATING ACCESSORIES. 


WE CARRY A COMPLETE LINE OF NEW 
AND REBUILT PLATING AND POLISHING 
EQUIPMENT. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago &, Illinois 


FRanklin 2-3753 





PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/446 


Amp. Volt Make 

175 14 Delco 

200 7¥2 Chandeysson 

300 7\2 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

750/375 6/12 Excel 

940 32 Elec. Prod. 

1500 15 Star 

1500 30/50 Century 

1500 40/65 G. E. 

1500 65 Westinghouse 

1500 70 Century 

2500/1250 6/12 Elec. Prod. 

5000/2500 6/12 Columbia 

5000/2500 9/18 Chandeysson 
BLOWERS & EXHAUSTERS 

CFM Pres. Make 

1100 442" S.P. Bayley 

2344 2° Ger. Clarage 

2500 2" §.P. American 

2700 ¥e" S.P. Ilg 

3420 8” S.P. New York 

9000 6” S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 











FOR SALE 


Slightly Used 
BUFFS 


Loose and Sewed 


* 
Any Quantity 
MICHIGAN BUFF CO., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 














PLATING MACHINE 
FOR SALE 


One Frederic F. Stevens model A rack type 
copper, nickel, chrome plating machine, 
double row type with attachments. Nickel 
tank split for two operations. Overall size 46’ 
x 13'6” x 54” deep. Used one and a half 
years. Acquisition cost approximately $75,000. 
Several attachments. Address: March 1, care 
Metal Finishing, 381 Broadway, Westwood, 
N. J. 








AVAILABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS — 


1—8000 / 4000 Ampere, 6/12 Volt, Chandey- 
sson, Synch. 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Electric 
Products, Synch. 

1—5000/2500 Ampere, 9/18 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

1—4000/2000 Ampere, 6/12 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

4—3000/1500 Ampere, 12/24 Volt, Chan- 
deysson, Exciter-in-head. 

1—2500/1250 Ampere, 9/18 Volt, Electric 
Products, Synch., Exc.-in-head. 25°C. 
1—2000/1000 Ampere, 6/12 volt, Hanson- 

Van Winkle-Munning. 
1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 


—ANODIZERS— 
1—1000 Ampere, 40 Volt, Chandeysson, 
ay" < 
1—1000 Amp., 30 V., Ideal, Exc.-in-head. 
1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 
1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 
4—400 Ampere, 40 Volt, Separately Excited. 


—RECTIFIERS — 
1—2000/1000 Ampere, 6/12 Volt, G. E. 
1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/60. 

1—1500/750 Ampere, 6/12 Volt, Udylite- 
Mallory. 

4—1440/720 Ampere, 6/12 Volt, Udylite- 
Mallory. 

1—750 Ampere, 12 Volt Self-Contained 
Selenium Udylite-Mallory. 

1—Sel-Rex Selenium 1200 Amp., 6 Volts 
for 440/3/60. 


—SPECIAL— 


2—Crown & H-VW-M Centrifugal Dryers, 
#1 and 42, with heat. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 

1—Udylite Semi-Automatic Plating Machine, 
for cyanide, size 19’ long x 48” wide 
x 36” deep. 

2—RONCI Enamelers, No. R-100 and R-200. 

1—Almco DB-8 Deburring Barrel, 2-Com- 
partment, Vari-Drive. 

1—Almco DB-2 Deburring Barrel, lined. 


Above is partial list only. Write to us for all 
your requirements for Plating, Anodizing 
and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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ADVERTISING RATES 
Per column inch per insertion 
1 time - $10.00 
3 times 9.00 
6 times - - . ie @) 
Yearly (12 times) 8.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 











1—Buffalo Semi-Automatic — 4 Spindle. 


1—Duriron Heat Exchanger. 
motor, 2 lead coils etc. (others). 


1—Daniels +401s Nickel Plating Barrel. 


2—Belke Tilting Tumblers—wood lined. 


WAREHOUSE: 602-604 - 20TH STREET 


1—Nickel Plating Barrel 36” cylinder w hoist. 
1—Complete Chromium Tank lead lined 96” x 39” x 36” deep with 3 sided hood, blower and 


4—Periodic Reverse Units 250-500 amperes. 

2—Abbott Horizontal Tumblers — wood lined. 

1—Chandeysson Motor Generator Set 6000/3000 amperes 6/12 D.C. volts w panel, etc. 
1—Richardson Allen 500 Ampere 0-6 volt Rectifier w remote control. 

2—Double and Single Cathode Rod Agitators. 


55—Tank Rheostats, Knife Switches all capacities. 
21—Blowers and Motors multivain (fume) paddle wheel (dust). 


TANKS — ALL SIZES AND LINING 


Rectifiers — 25 Amperes to 10,000 Amperes 
Airbuffs — Compounds — Anodes — Chemicals, etc. 


PRICED RIGHT FOR QUICK SALE 


1—Rapid Electric Selenium Rectifier, 750 Amps. 0-12 D.C. Volts. 


2—1Industrial Filters G Pumps 250-500 G.P.H. nickel or cyanide solutions. 
1—2z6 Henderson Tilting Tumbler w/steel Tub — motorized. 
3—Gardner Double 5 H.P. and 71/2 h.p. Polishing Machines. 
2—Hammond 71/2 H.P. variable speed Polishing Machines. 
1—L’Hommedieu 3 H.P. variable speed Buffers 1500-2000 R.P.M. 

9-——U. S. Electrical 5 H.P. variabie speed Buffers. 

6—G. E. Rectifiers 500/300/250 Amperes 6-12 volts. 


For Quality, Dependability & Service call on: 


BRUCAR EQUIPMENT & SUPPLY CO. 


BROOKLYN 18, N. Y. 


Telephone: STerling 8-0236-7-8 








SEMI AUTOMATIC and 
PROCESSING TANKS 
FOR SALE 


rails for 
are re 














rod 1 f 
" rod hrot te f tank Al anode 
rod r Tank t m slants to ce r where 
ructed wit for leanlt r 
t en 
Lead i provided 
H witcl il rovided r di 
€ 1 rod if desired 
Tank wy g° | x 48” dee ied wit! 
i t A rs with pressed br graphite 
ta rs for th 1 itive and urrent 
These i 3 1 18” ¢ ters 
A ar reduct notor operat th nit I 0 
i t le curr 
andards lined with ( thick rubber 
r dit 
I) trically r rsible t 1 mati imer 
a lati ir le requir Exceller 
Steel tank 20" x 30” x 36” deep, with stean 
Se ee ank 294" x 54” x 36” deep, with steam 
Steel tank 24” x 36” x 36” deep, with stean 
Steel tank 20” x 36” x 36” deep, with steam 
Steel tank 20” x 30” x 36” deep, rinse tanks 
Wood tank asphalt lined 20” x 30” x 36” deep 
Rul ined tank 30” x 36” x 36” deep 
St I 20” x 30” x 36” deep, rinse tanks 
Steel tank 18” x 30” x 36” deep, rinse tank 
Steel tank 0” x 52” x 32” deep, with steam 
Steel tank 6” x 30” x 36” deep, rinse 
Rubber lined copper plating tank 38” wide x 38” 


leep x 59” lor 
Price $1,200.00 complete, f.o.b. Frederick, Maryland 
THE EVEREDY CO. 
Frederick, Md. 


i automatic nicke plating 


EQUIPMENT 
FOR SALE 


Crown horizontal tumbler 45-36 2-comp. with 
3 hp. drive, safety gages, magnetic switches, 
JIC controls; like new condition. 

Hammond rotary table polisher, 21” dia. 8- 
spindle 6” centers (3) 2 hp. motor driven 
spindles; complete, good condition. 

Acme polisher 8-spindle with (2) 71/2 hp. ad- 
justable heads. 

Udylite, Murray-Way, Acme heads and semi- 
automatic work holders, belt-type heads; good 
condition. 


WM. R. SHIELDS CO. 
1347 Wordsworth Detroit, Mich. 
Jordan 6-0770 








JOB SHOP FOR SALE 


Small job shop in city of 80,000. No competi- 
tion; will sell complete or by piece. 2500 
Amp. 6-12 motor generator, barrels, tanks, 
nickel, copper, cadmium anodes, chrome, 
lathes, supplies and other equipment. Retiring. 
Write Box JM, Sioux City, Iowa. 














PLATERS’ REMEDIES 


1-HEAL-U OINTMENT for cyanide sore healing 
CHROME OINTMENT for chromium sore healing 
NICKEL-ITCH OINTMENT for platers’ itch. 
Prices for any of above each $1.00 — 4 oz. 
Don't wait until you are suffering 
order your supply now 


WAMBAUGH CHEMICAL CO. 
9 G Jackson St. Goshen, Indiana 











Send For Our List 
of 


BOOKS 
ON 
FINISHING 
FINISHING PUBLICATIONS, INC. 


381 Broadway 
Westwood, N. J. 





QUALITY 
EQUIPMENT 


PRICED RIGHT AND READY 
FOR IMMEDIATE DELIVERY 


~ 


PLATING EQUIPMENT 


30 Plating Barrels: Crown — Udylite — 
HVWM — various sizes. 


1 HVWM_ Semi-Automatic Rubber lined 
Plating Unit: 33’ long, 32’ wide, 3’ deep 
with Reeves Variable Speed Drive and Mov- 
able Agitator. 


6 Semi-Automatic Piating Tank Units: Udy- 
lite 20’ — HVWM 20’ — Crown 35’ — 
U. S. Galvanizing 12’, 16’ and 20’. 


1 HVWM 4 station Plating Barrel Unit: 
36x14; rubber lined tank, rubber cylinders. 


40 Chrome Plating Tanks: 2’ to 20’ long 
lead lined with tank rheostats, rods, fume 
ducts, lead heating coils. 


175 Plating, Rinsing, Cleaning Tanks: as- 
sorted: wood, steel, lead lined, rubber lined. 
All sizes 2’ to 16’ long. 


150 Rheostats & Switches, assorted: 50 
amps. to 2000 amps. All makes HVWM, 
Crown, Columbia, Holland, Udylite. 


10 Centrifugal Dryers: acid crocks, motor 
driven exhaust fans, fume blowers, complete 
acid and dip rooms, cleaning and washing 
tanks, plating racks and many other items. 


30 Rubber lined Nickel Plating Tanks: 2’ to 
12’ long; with rods, rheostats, motor driven 
tank rod agitators, heating coils, etc. 


1 Rotary Industrial Washing Machine, for 
small parts, mfgrd at New Brunswick, N. J. 
20’ long with rinsing, washing and cleaning 
sections, 3’ wide, 3’ high with motor pumps, 
blower & rotating cylinder. Type PD-18- 
WRD, with temperature controls & starting 
equipment, 


16 Detrex, Blakeslee, Circo, Steam, Gas and 
Electrically Heated Degreasers: 3’ to 6’ 
long, single dip and 3 dip type, with pumps, 
tanks, fume ducts. 

12 Steiner Ives and Gehnrich Paint Baking 
and Drying Ovens: electric, all sizes: full 
automatic, recirculating type with controls, 
fans, blowers. 


ALL SIZES OF REBUILT RECTIFIERS: from 
10 Amp. to 6000 Amp. — complete range of 
sizes. 


ALL SIZES — TUMBLING BARRELS: Ab- 
bott — Baird; complete with stones and 
steel balls. 


ALL EQUIPMENT IN STOCK 
INSPECTION INVITED 
All quoted subject to prior sale. 


J. HOLLAND & SONS, INC. 


485 KEAP ST. @ BROOKLYN 11, N. Y. 
STagg 2-2022 
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| 15 Wythe Ave. 


ADVERTISING RATES 
Per column inch per insertion 
l time - : $10.00 
3 times - 9.00 
6 times - - - 8.50 
Yearly (12 times) 8.00 





BUY AS IS 
or RECONDITIONED 
and GUARANTEED 


| POWER EQUIPMENT 


6—G.E. 6 v. 500 ampere units w/new selenium 
stacks, $325.00. 

4—Rapid, Green 6 v. 500 ampere units with con- 
trols. 

{—Rapid 6 v. 750 ampere unit 

{—Rapid 24/48 volt, 4000 2000 ampere with new 
Germanium Stacks 

i—Chandeysson MG “Set 6000/3000 amp. 6/12 volt 
300 R.P.M. complete. 

1—Bogue MG Set 5000/2500 amp. 6/12 v. 

{—Jantz-Leist 1660/830 amp. 12/24 v. 

i—G. E. 1500 amp. 6 v. MG set. 

i—Hobart MG set 1500 amp. 3-40 volts complete 
w/separate exciter 

i—Bogue Generator 3000/1500 amp. 6/12 volts. 


AUTOMATIC POLISHING EQUIPMENT 


{t—Acme G-3 144” Belt Sanding Machines. 

2—Acme L-8-L fully automatic polishing machines, 
8 spindles, each machine comp. w/5, 3 H.P. 
polishing heads. 

2—Acme A-2. 

2—Acme E-10 w/A-2 heads. 

2—Acme E-10 w/45° angle flat attachment. 

i—Packermatic 60” table with 12” centers & 7 pol- 
ishing heads. 

7—3 to 10 H.P. heads for automatic buffing ma- 
chines. 

{—8 spindle semi-automatic buffing machine. 

18—Automatic Machine Co. oscillating men spin- 
die semi-automatics, Lefts & Rights 


POLISHING MACHINES 


2—25 H.P. Pesco Type Lathes. 

{—20 H.P. Pesco Type Lathes. 

5—5 H.P. Divine Pol. Mach. also 7'2 & 10 H.-P. 
ee te Polishing Lathes, single & double, 
4—Hammond Double 5 H.P. Lathes. 

i—Hisey Wolf 5 H.P. Var. speed pol. mach. 
4—U. S. #95 Var. speed 5 H.P. pol. mach. 
New 5 H.P. Lathes $385.00; 7/2 H.P. $445.00. 


TUBE POLISHING EQUIPMENT 


i—Type ‘‘S’’ Production Tube Polisher, up to 1-14” 
tubing. 

i—Type ‘‘A’’ Production Tube Polisher up to 6” 
tubing. 

'—Production +101 w/10 H.P. motor. 

2—Production 2101 in Tandem with 1-15 H.P. 
motor. 


FILTERS 


i—Industrial RDR-2 36-3630 complete with motor, 
slurry tank and primer ex. cond. 

7—Industrial Filters Rubber Lined 10 x 28, 14” x 
36, 10 x 22. 

5—Alsop NR & WR 5” & 7” steel & stainless steel. 

19—-Various makes steel and stainless steel. 


PLATING BARRELS 


Udylite 16” x 42” Lucite Cylinders, aan, pick- 
ling, plating & rinse line with 6-16” x 42” tu- 
cite cylinders. ideal for cadmium or zine. 

LaSaleo 14” x 42” complete line, cleaning, plating, 
rinsing, melamine barrels. 

2—Mercil 14” x 30” rubber lined barrels. 

'—Daniels 74. 

i—Daniels +8. 

i—Stevens 6 barrel 20’ horseshoe type semi-automa- 
tic w/6 extra barrels. 


TUMBLING EQUIPMENT 

2—New — Tilting Type. 

2—Almco 32” x 32” 

i—Roto- Finish DW 30-36-1 steel complete. 

8—Abbotts 8” x 30”, 16” x 30” single and double, 
belt and motor driven. 


COMPLETE PLANTS 

2—Silver Ware Refinishing Shops. 

i—Polishing, Plating Shop, Barrel & Still, Zine & 
Cadmium. 

!—Polishing Shop 3 machines, copper & cadmium 
still plating. 


DRYING EQUIPMENT 


'—18”" Crown Centrifugal. 
2—18” Mercil Centrifugal. 
'—Ransohoff Spiral Dryer—Gas Heated. 


DEGREASERS 


!—28’ Detrex Conveyorized. 
'—15’ Barrel Type Detrex Degreaser. 


'Pesco Plating EquipmentCorp. 


| Plating, Polishing, Grinding, Spraying, Baking, 
| Drying, Tumbling, Cleaning, Degreasing 
| Anodizing Equipment. 


Anodes, Chemicals, 
Acids, Cyanides, Solvents, Supplies for Wood, 
Plastics and Metals. 


Brooklyn 11, New York 
EVergreen 4-1412-3-4 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 








Priced To SELL! 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 





RECTIFIERS — GENERATORS — EXHAUST FANS 
HEAT EXCHANGERS — PUMPS 
GEARED HEAD MOTORS 


RECTIFIERS 
1—4000 Amp., 12 Volt Bart-Messing 


1—3000 Amp., 18 Volt Hanson-Van Winkle 


1—3000 Amp., 6 Volt Bart-Messing 


1—2000 Amp., 6 Volt Hanson-Van Winkle 


2—1500 Amp., 6 Volt Richardson-Allen 


1—1000 Amp., 6 Volt Hanson-Van Winkle 


MOTOR GENERATOR SETS 
1—2500/1250 Amp. H-V-W, 6/12 volts 
1—3200 Amp. General Electric, 24 volt 
1—1600 Amp. General Electric, 24 volt 
1—1000 Amp. Century, 24 volt 
1—750 Amp. Westinghouse, 24 volt 

HEAT EXCHANGERS 


2—Industrial 12 Graphite Tubes, 6400 gal- 


lon heating, 320,000 BTU cooling 
1—Industrial 6 Graphite Tubes, 4800 gal- 
lon heating, 160,000 BTU cooling 
PUMPS 
10—Sump Pumps | HP to 7'2 HP 
15—LaBour, Industrial, lead lined, stainless 
steel and Duriron Centrifugal Pumps 
EXHAUST FANS 
10—Buffalo size 450C, 450D, 400D and 
375C vent sets 
MOTORS 
10—'¥2 & 1 HP Boston ratio motors for os- 
cillation motions 
4—2 & 3 HP geared head agitators 


SEND US ALL YOUR INQUIRIES! 
L. J. LAND, INC. 


146-148 GRAND STREET, NEW YORK 13, N. Y. 


Phone: CAnal 6-6976 


Established 1910 











_ SITUATIONS OPEN 








REPRESENTATIVES 


SITUATIONS OPEN — Distributors, 
sales and service representatives, and 
manufacturers’ agents wanted by lead- 
ing eastern chemical manufacturer, to 
distribute and sell complete line of 
metal finishing compounds: alkaline 
cleaners and solvents; plating solutions; 
additives and finishes; phosphating com- 
pounds; paint and metal strippers. Sev- 
eral territories open. Excellent oppor- 
tunities. Please give complete details. 
All replies kept in confidence. Address: 
February 1, care Metal Finishing, 381 
Broadway, Westwood, N. J. 





BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 


supplies. 


SCHAFFNER MANUFACTURING COMPANY, 
INC. 


Emsworth, Pittsburgh 2, Pa. 














PLATING-POLISHING 
SALESMAN 


SITUATION OPEN—Salesman wanted for 
Los Angeles area, to sell plating and polishing 
equipment and supplies. Write, giving full in- 
formation regarding qualifications, experience, 
etc. Address: April 2, care Metal Finishing, 
381 Broadway, Westwood, N. J. 





SEND FOR OUR 
LIST OF BOOKS 
ON FINISHING 





























CLEANING SPECIALIST 


SITUATION WANTED—Executive — 27 years in- 
dustrial cleaning experience catering to metal proc 
essing and allied industries. Technical background. 
Excellent knowledge of formulations, consumer re 
quirements, problems and techniques of selling and 
servicing industry. Available consultation and/or full 
time basis. Address: March 6, care Metal Finishing, 
381 Broadway, Westwood, N. J. 


CONSULTANT 

Recent successes on a part-time basis as a Consultant 
in the metal finishing field has stimulated a desire to 
plunge in full time. Clients will receive the benefit 
of 11 years of diversified esperience in the finishing 
field including engineering. production control and 
research. Your inquiry will receive prompt attention. 
Address: April 3, care Metal Finishing, 381 Broad- 
way, Westwood, N. J 
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SUPPLIERS OF EQUIPMENT AND MATERIALS AND ADVERTISERS INDE} 


Abbott Bali Co. ; 
1052 New Britain Ave., Hartford 10, Conn. 
Acme Manufacturing Co. 5 

1400 E. 9 Mile Rd., Detroit 20 (Ferndale), Mich 
Alert Supply Co. 
2041 S. Davie Ave., 
Allied Industries Co. 
18400 Mt. Elliott Ave., Detroit 
Allied Research Products, inc. . 
4004 E. Monument St., Baltimore 5 
Almco Div., Queen Stove Works 
Albert Lea, Minn 
Alsop Engineering Corp. 
1202 Bright St Millidale 
Alvey-Ferguson Co. 
( [ Cincinnati 9 


Los Angeles 22, Calif 
34, Mich 


Md 


107 
117 
101 
122 


Conn 
)2 Disney St Ohio 
American og Co. 
Waterbury 20, Co 
American Buff Co. 23; 108, 114, 118, 
2414 S. LaSalle St., Chicago 16, III 
American Metal Co., Ltd. . 
61 Broadway, New York, N. Y 
American Platinum Works 
O31 New Jersey R. R. Ave., Newark 5, N. J. 
American Rack Co. 
§ N. Lawndale 
Apothecaries Hall Co. - 
52 Benedict St., Waterbury 20, Conn. 
Atlantic Compound Co., The 
1860 Baldwin St vie ig 
Automatic Buffing Machine Co. 
"292 Chicago St., Buffalo 4, N. Y. 
Felt Co. 
nosey W. Water St., Taunton, Mass. 
Baker Co., The M. E. 
25 Wheeler St., Cambridge 38, Mass 
k Bros., Inc. - 
ma Summerfield St., Brooklyn 27, N. Y. 
Battelle Development Corp. 
Columbus |, Ohio 
Beam Knodel Co. 
“995 Lafayette St., New York 12, 
Behr-Manning Corp. 
Troy, N. Y - 
Belke Manufacturing Co. 
947 N. Cicero Ave., Chicago St, th. 
Better Finishes G Coatings, Inc. 
268 Doremus Ave., Newark 5, N. J. 
Bison Corp. 
1935 Allen Ave., S.E., Canton, Ohio 
Blakeslee G Co., G. S. ; 
1844 S. Laramie Ave., Chicago 50, Ill. 
Block G&G Co., Wesley 
39 15 Main St., Flushing, N. Y. 
Brucar Equipment G Supply Co. 
602-604 20th St., Brooklyn, N. Y. 
Buckeye Prolucts Co. 
“5038 Vine St., Cincinnati 16, Ohio 
Buckingham Products Co. : 
14100 Fullerton Ave., Detroit 27, Mich. 
Ceilcote Co. 
4832 Ridge Rd., Cleveland 9, Ohio 
Chandeysson Electric Co. 
4076 Bingham Ave., St 
Chemical Corp., The 
58 Waltham Ave., Springfield, Mass 
Chicago Rubber Co. 
651 Market St., Waukegan, III 
Churchill Co., Inc., Geo. R. 
Hingham, amg 
Circo Equipment Co. 
51 Terminal Ave., Clark Twp. (Rahway), N. J 
Clair Manufacturing Co. 1 
Olean, N. Y. . 
Cleveland Process Co. . 
1965 E. 57th St., Cleveland 3, Ohio 
Clinton Supply Co. : 
112 S. Clinton St., tamena 6, Il. 
Cohn Mfg. Co., Inc., Sigmun 
121 S. Columbus Ave., Mt. Vernon, N. Y. 
Conversion Chemical Corp. 
8 E. Main St., Rockville, Conn. 
Cowles Chemical Co. ; 
7014 Euclid Ave., Cleveland 3, Ohio 
Crown Rheostat & Supply Co. 
3465 N. Kimball Ave., Chicago 18, III. 
Curtiss-Wright Corp. 
Caldwell, N. J. 
Daniels Plating Barrel Co. 
129 Oliver St., Newark 5, N. J 
Davies Supply & Mfg. Co. ‘ 
4160 Meramec St., St. Louis 16, Mo. 
Davis-K Products Co. 
135 W. 29th St., New York 1, N. Y. 
Dean Thermo-Panel Coil Div., 
Dean Products, Inc. 
613 Franklin Ave., Brooklyn 38, N. Y. 
Diamond Alkali Co. 38 
300 Union Commerce Bldg., Cleveland 14, Ohio 
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Dixon G Rippel, Inc. 119 
Box 116, Saugerties, N. Y. 

Dow Chemical Co., The 25, 37 
Midland, Mich. 

Du-Lite Chemical Corp. 102 
Middletown, Conn. 

Du Pont de Nemours & Ge., €. 4. 32 
Wilmington 98, Del. 

Electro-Glo Co. 
1430 S. Talman Ave., Chicago 8, Ill. 

Electronic Rectifiers, Inc. 106 
2102 Spann Ave., Indianapolis 3, Ind. 

ee SO sae 3 
442 Elm St., New Haven, Conn. 

Federated Metals Div., American Smelting 

& Refining Co. 98, 99 


120 Broadway, New York 5, N. Y. 


Forbes, W. D. 


129 Sixth Ave.. S.E., Minneapolis 14, Minn. 


Formax Corp. CTs 
3171 Bellevue, Detroit 7, Mich. 

Frank, Paul 
118 28th St., New York 16. N. Y 

G. S. Equipment Co. 40 

85 Brookpark Rd., Cleveland 11, Ohio 

Garfield Buff Co. 
6 Clinton Rd., Caldwell, N. J. 

General Electric Co. 
| River Rd., Schenectady 5, N. Y 

Glo Quartz Electric Heater Co., Inc. 
4066 Erie St., Willoughby, Ohio 

Graver Water Conditioning Co. 14 
216 W. 14th St., New York 1 oN ¥ 

Grav-i-Flo Corp. 10 
400 Norwood Ave Sturgis, Mich 

Guaranteed Buff Co., Inc. 120 


20 Vandam St.. New York 13, N. Y 
Gumm Chemical Co., Inc., Frederick 
Inside Front Cover 
J 


538-542 Forest St., Kearny, N. 

Hamilton Emery & Corundum Co. 122 
Chester, Mass 

Hammond Machinery Builders, Inc. 31, 83 
1601 Douglas Ave., Kalamazoo 54, Mich. 

Handy & Harman 
82 Fulton St., New York 38. N. 3 

Hanson-Van Winkle-Munning Co. 16, 54 
Matawan, N. J. 

Harrison & Co., Inc. 
487 Groveland St., Haverhill Mass. 

Harshaw Chemical Co., The 30 
1945 E. 97th St., Cleveland 6, Ohio 

Heatbath Corp. 48 
Springfield 1, Mass. 

Heil Process Equipment Co. 45 
12901 Elmwood Ave Cleveland 11, Ohio 

Henderson Bros. Co. 24 
136 S. Leonard St., Waterbury, Conn. 

Holland & Sons, Inc., J. 124 
475 Keap St., Brooklyn 11, N. Y. 

Hooker Electrochemical Co. 41 
1303 Union St., Niagara Falls, N. Y. 

Hull & Co., Inc., R. O. 
1303 Parsons Ct., Rocky River 16, Ohio 

Illinois Water Treatment Co. 44 
840 Cedar St., Rockford, III. 

Industrial Filter & Pump Mfg. Co. 39 

06 Ogden Ave., Chicago 50, Ill. 

Industrial Instruments, Inc. 
89 Commerce Rd., Cedar Grove, N. J. 

Industrial Plastic Fabricators, Inc. 100 
Norwood, Mass 

Infilco, Inc. 22 
912 S. Campbell Ave., Tucson, Ariz. 

International Rectifier Corp 
1521 E. Grand Ave., El Segundo, Calif. 

International Rustproof Corp. 113 
1575 Merwin Ave., Cleveland 13, Ohio 

Jelco Finishing Equipment Corp. 50 
153 E. 26th St., New York 10, N. Y. 

Joe-D Buff Co. 
Sandwich, Ill. 

Klem Chemicais, Inc. 
14401 Lanson Ave., Dearborn, Mich. 

Kocour Company 105 
4802 S. St. Louis Ave., Chicago 32, III. 

Kosmos Electro-Finishing Research, Inc. 
140 Liberty St. Hackensack, N. J 

Kushner, Joseph B. 122 
Stroudsburg, Pa. 

Land, Inc., L. J. 125 
146-148 Grand St., New York 13, N. Y. 

Lasalco, Inc. 21 
2818-38 Lasalle St., St. Louis 4, Mo. 

Lea Mfg. Co. 86A 
16 Cherry Ave., Waterbury 20, Conn. 

Lea Michigan, Inc. 114 
14066 Stansbury Ave., Detroit 27, Mich. 

Lea-Ronal, Inc. 86B 
139-20 109th Ave., Jamaica 33, WN. ¥; 

L’Hommedieu & Sons Co., Chas. F. 5 


4521 Ogden Ave., Chicago, III. 
Macarr, Inc. 

2543 Boston Rd., Bronx 67, N. Y. 
MacDermid, Inc. 

Waterbury 20, Conn. 


Back Cover 


Magnuson Products, Inc. 102 
50 Court St., Brooklyn 2m, ¥. 

Manderscheid Co., The 122 
212 So. Clinton St., Chicago 6, Ill. 

Manhattan Rubber Div., 

Raybestos-Manhattan, Inc. 82 

6 Willett St., Passaic, N. J. 

Manning, Maxwell & Moore, Inc. 48 
Stratford, Conn. 

McAleer Manufacturing Corp. 110 
101 S. Weterman Ave., Detroit 17, Mich. 

Metal & Thermit Corp. 
Rahway, N. J. 

Michigan Buff Co. 123 
3503 Gaylord Ave., Detroit 12, Mich. 

Michigan Chrome & Chemical Co. 17 


8615 Grinnell Ave., Detroit 13, Mich. 
Miller Corp., Harry 

4th & Bristol Sts., Philadelphia 40, Pa. 
Mitchell-Bradford Chemical Co. 

Wompus Lane, Milford, Conn. 
Motor Repair & Mfg. Co., The 123 

1555 Hamilton Ave., Cleveland 14, Ohio 
Murray-Way Corp. 

P. O. Box 180, Maple Rd. E., Birmingham, Mich. 
Mutual Chemical Div., 

Allied Chemical & Dye Corp. 43 
61 Broadway, New York 6, N. Y. 





Nozar Rubber Co., The ] 
2727 Avondale, Toledo 7, Ohio 

Northwest Chemical Co. ) 
9310 Roselawn Ave., Detroit 4, Mich. 

Norton Co. 3 
| New Bond St., Worcester 6, Mass. 

Cakite Products, Inc. . 4 
18 Rector St., New York 6, N. Y. 

Packer Machine Co. 
Center St., Meriden, Conn. 

Pennsylvania Salt Mfg. Co. 


96, 97 
3 Penn Center Plazq Philadelphia 2, Pa. 


Pesco Plating Equipment Corp. 125 
75 Wythe Ave., Brooklyn 11, N. Y. 
Pfizer G Co., Inc., Chas. 18 


630 Flushing Ave.. Brooklyn 6, N. Y. 
Platers Research Corp. 

59 E. 4th St., New York a. hi ¥,. 
Plating Products, Inc. 

1509 N. Washington Kokomo, 
Promat Div., Poor & Co. 

851 S. Market St., Waukegan, 
Ramco Equipment Corp. 

807 Edgewater Rd., New York 59, N. Y. 
Rapid Electric Co. W 

2891 Middletown Rd., Bronx 61, N. Y. 
Raybestos-Manhattan, Inc. 

Manhattan Rubber Div. 

Passaic, N. J. 
Richardson-Allen Corp. 

39-15 Main St., Flushing, N. Y. 
Robé, Inc. 5 

6416 Brandon Ave., Springfield, Va 


Ind. 
Wi. 


82 


Roto-Finish Co. 42 
3706 Milham Rd., Kalamazoo, Mich. 

Rutley Industries 93 
415 Greenwich St., New York 13, N. Y, 

Sabin Metal Corp. 
310 Meserole Ave., Brooklyn 6, N. Y. 

Saran Lined Pipe Co. 27 
2415 Burdette Ave., Ferndale 20, Mich. 

Sarco Co., Inc. 
350 Fifth Ave., New York a 2 

Schaffner Mfg. Co., Inc. 79, 80, 81 


Schaffner Center, Emsworth, Pittsburgh 2, Pa 
Schori Process Div., FerroCo Corp. 

8-11 43rd Rd., Long Island City 1, N. Y. 
Sel-Rex Corp. Inside Back Cover 

155 Manchester Pl., Newark 4, N. J. 


Sethco Mfg. Co. 109 
74 Willoughby St., Brooklyn, N. Y. 

Seymour Manufacturing Co. 
4 Franklin St., Seymour, Conn. 

Siefen Co., J. J. 104 
5643 Lauderdale, Detroit 9, Mich. 

Smoothex, Inc. 
10705 Briggs Rd., Cleveland 11, Ohio 

Solvay Process Div., Allied Chemical & Dye 

orp. 

61 Broadway, New York 6, N.Y. 

Sommers Bros. Mfg. Co. 122 
3439 No. Broadway, St. Louis 7, Mo. 

Sparkler Mfg. Co. 88 
Mundelein, III. 

Stainless Steel Corp. of America 28 


Ohio Edison Bidg., Youngstown 3, Ohio 
Stevens, Inc., Frederic B. 37 
1808 - 18th St., Detroit 16, Mich. 
Stokes Corp., F. J. 
5500 Tabor Rd., Philadelphia 20, Pa. 
Storts Welding Co., Inc. 112 
38 Stone St., Meriden, Conn. 


Stutz Mfg. Co., Geo. A. 49 
4430 Carroll Ave., Chicago 24, Ill. 

Sulphur Products Co., Inc. 104 
621 W. Pittsburgh St., Greensburg, Pa. 

Syntron Co. 
Homer City, Pa. 

Tamms Industries, Inc. 
228 N. LaSalle St., Chicago 1, Ill. 

Technic, Inc. 53 
39 Snow St., Providence, R. |, 

Ther Electric & Machine Works 
19 So. Jefferson St., Chicago 6, Ill. 

Tranter Mfg., Inc. 20 
Lansing 4, Mich. 

Trerice Co., The H. O. 44 
1420 W. Lafayette Bivd., Detroit 16, Mich 

True-Brite Chemical Products Co. 107 
P. O. Box 31, Oakville, Conn. 

Tube Turns Plastics, Inc. 115 
2929 Magazine St., Louisville 11, Ky. 

Udylite Corp., The +2, 3 
Detroit 11, Mich. 

Unit Process Assemblies, Inc. 90, 118 
61 East 4th St., New York 3, .N. ¥. 

U. S. Galvanizing & Plating Equipment Corp. 52 
31 Heyward St., Brooklyn 11, N. Y. 

U. S. Stoneware Co. 91 
Akron 9, Ohio 

Univertical Foundry & Machine Co. MW 
14841 Meyers Rd., Detroit 27, Mich. 

Wagner Brothers, Inc. 33 
418 Midland, Detroit 3, Mich. 

Walker Div., Norma-Hoffman Bearings Corp. 
Stamford, Conn. 

Wolverine Metal Co. 92 
6560 E. Robinwood Ave., Detroit 34, Mich. 

Wyandotte Chemicals Corp. 47 


Wyandotte, Mich. 
Zialite Corp. 
92 Grove St., Worcester 5, Mass. 
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CRE ier ES 


When ordinary 


gold plate won't do... 











Specify the Exclusive Sable 


BRIGHT GOLD PROCESS 


mirror-bright directly from the bath—twice as hard as conventional 24K Gold 


Schick Incorporated, like hundreds of other leading 
manufacturers throughout the world, specifies 
Sel-Rex Bright Gold. The gleaming Sel-Rex Bright 
Gold plated shaver head on the new Ladies’ Shick is 
typical of the beauty and performance of this pre- 
cision shaving instrument. 

More dense and twice as hard as conventional 24K 
Gold, Sel-Rex Bright Gold has demonstrated 40% 
greater resistance to wear and abrasion. For func- 
tional as well as decorative applications, Sel-Rex 
Bright Gold must give better service because the main 


objections to ordinary gold plate are completely 
eliminated. 


The remarkable thing is that you get the beauty and 
desirable metallurgical properties of 24K Gold, plus 
the many exclusive advantages of a Sel-Rex Process, 
at very modest cost. Actual tests have shown that 
one gram of Sel-Rex Bright Gold does the job of two 
grams of conventional 24K Gold, in specification 
plating. See for yourself—send for free technical 
data and literature today. 


Precious Metals Division 


» SEL-REX CORPORATION 


15S MANCHESTER PLACE ° 


NEWARK 4, N.J. 


Manufacturers of Exclusive Precious Metals Processes, Metallic Power Rectifiers, Airborne 
Power Equipment, Liquid Clarification Filters, Metal Finishing Equipment and Supplies. 


Offices. Detroit—Chicago—Los Angeles 





IT’S NEW... 
IT’S EFFICIENT... 


We've listed only a few of the many 

copper plating problems successfully 

solved by Z/T Bright Copper. Your 

* MacDermid Representative can tell 
RaeclRornm ard you much more about this new and 
/ es exciting copper-plating process. He has 

‘8 Right to the Fi nish ’ the know-how to recommend and serv- 

‘ice the complete plating cycle. . . let 

him put that know-how to work cut- 


ting costs, reducing rejects and im- 
MacDermid Incorporated, Waterbury 20, Connecticut proving your product finish. 


COMPLETE SUPPLIERS TO THE METAL FINISHING INDUSTRY 





